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Remarks: lea Compound is especially applic- 

THE LEA METHOD OF FINISHING able to this type of work as there are numerous 

recesses in which buffing dirt would lodge with 

the older method using Tripoli buffing and wet 

The Lea Manufacturing Company pioneered and continues to pre th Ania asta diemilacesi 
specialize in the development of CLEAN-WORKING polishing and buffing 

compositions. These special methods minimize cleaning by 
employing selected grades of LEA COMPOUND, LEAROK, or other 

special compositions which virtually eliminate excessive cleaning or 


hand-scrubbing common with regular heavy grease compounds. 


Here are some typical case studies 
of Lea Methods. 


CASE STUDY *1 


Material: Sterling silver. 


Article: Table flatware. : : 
Method of Forming: Customary for this type 4 CASE STUDY =4 


of work. 


Final Finish: Bright Butler. ii Material: Brass. 
: Article: Door knobs and escutcheon plates. 
Method of Forming: Stamping. 
CASE S$ Final Finish: Oxidized and relieved. 


Lea Method: 


Material: Steel. . Cut-down buffing with Tripoli of surface 
Article: Bearings, motor parts and other air- previously polished. 
craft engine ports, some with counter-sunk . Clean. 


holes. . Oxidized in liquid sulphur. 


Method of Forming: Forging. . Lea Compound Grade “FG" on a 12” 
Final Finish: Smooth with burrs removed and diameter loose muslin buff at 1200 r.p.m. 
slight radius provided. 5. Lacquering. 


Lea Method: Remarks: Grade FG" Lea Compound gives a 
Lea Compound Grades “'L,” "B" or “C" at 5500 medium butler relieving which requires no 
surface feet per minute on various types of cleaning or drying before lacquering. 
buffs, string brushes, leather bobs, etc., de- 
pending upon the shape of the piece and the THE LEA MANUFACTURING CO. 
accessibility of the surface to be abraded. 16 CHERRY AVE., WATERBURY 20, CONN. 
Remarks: Work of this type had previously Lea-Michigan, Inc, 
been done by hand with files, emery cloth or 14066 Stansbury Ave., Detroit 27, Mich. 
burring tools. Lea Compound removes all meta. 
marks and burrs much faster and more econw «- = ee eet ee 
ically than hand work. Tolerances are protected ~ i 
by the flexibility of the Lea Compound wheel. Lea-Ronal, Inc. 

Main Office and Laboratory 


42-48 27th St. Ish i Ev: 
lea Method: 2-48 27th St., Long Island City 1, N. Y. 


CASE §S # Manufacturing Plant 
. Cut-down buffing with Tripoli. 237 East Aurora St., Waterbury 20, Conn. 


. Cleaning. 


Material: Br. ss and bronze. 
“8 Somer iore muti bul ot 4000 fee Bookends ond ove, LEA (Qydbbikedy: 
etho ming: Casting. 
on Final atta tied aaa” POLISHING WHEEL — 
‘ matching the high quality of other 
Ploring niin chow halt eine hontman Aw Methods 7 
a es maateetea eeagenes 
buff with Grade A-63 Lea Compound is used. 2. Lacquering. 


Lea Products, is now obtainable through 


14066 Stansbury Ave., Detroit 27, Mich 





WHAT'S THE BEST WAY : OAKITE CRYSCOAT HC 
TO APPLY ZINC PHOSPHATE | DOES A FINE JOB 


COATINGS TO STEEL? FOR Us* 


*This comment came from a Pennsylvania munitions maker, who added that Oakite 
CrysCoat HC has _ an excellent zinc phosphate coating on 385,000 shells with 
“absolutely no trouble... maintenance and control are very easy.” 


The Oakite CrysCoat HC coating on steel products—such as artillery shells, rocket 
fins, auto parts, etc.—weighs more than 200 milligrams per square foot. It more than 
meets the requirements of U. S. Government Specifications: 

JAN -C-490, Grade 1 57-O-2C, Type 2, Class C PA-PD-191, Rev. A 
The Oakite CrysCoat HC Process for preparing steel for painting—either in spray- 
washing machines or in tanks—has five big advantages: 

1 The heavy CrysCoat HC coating forms a strong foundation for the lasting adhe- 

sion of paint. See page 5 in free booklet. 

2 The heavy coating gives excellent protection against electrochemical corrosion. 

See page 7. 
3 The CrysCoat HC Process is easy to control. Only one 
material is used for make-up and up-keep. No accelerators, 
starters, toners or other additives are needed. Only one 
simple type of titration is used. See page 9. 
4 The CrysCoat HC reaction produces relatively little 
sludge and scale. See page /0. 


5 Stainless steel is not necessary for all parts of the 
equipment. See page //. niaeianiian 
F RE Forcomplete in- scree? “fang 
formation, mail 
the coupon foracopy ofour 
12-page illustrated book- 
let describing the Oakite 
CrysCoat HC Process. 


OAKITE PRODUCTS, INC. oo 
k 6, N. Y. 
Rector St., New York 6, 2 
2 d me a FREE copy of “How to apply —— phos 
ped prahe to steel in preparation for painting. 
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Add the time-saving, 
product-improving 


“TOUCH of GOLD” * 


to all your 
polishing jobs 


Mavi Equiputent Parts get the value-adding ° “Touch of Gold” when polished 


with Norton ALUNDUM 


When you standardize on Norton ALUN- 
DUM abrasive, every polishing job you do gets 
off to a better start — and finish! 

One reason is because the grains in this 
Norton-developed abrasive are thoroughly 
uniform in size, structure and chemical com- 
position. Which means thoroughly uniform 
polishing, with no oversized grains to mar 
surfaces, and no flats, slivers or undersized 
grains to loaf on the job. And you get fast 
polishing, too, because ALUNDUM abrasive 1s 
famous for rapid, clean- -cutting action. 

Another reason is that ALUNDUM is spe- 
cially processed to give it high capillarity. 
With a// grains soaking up cement or glue 
uniformly and adequately, each grain is held 
firmly — assuring long- lasting, top-per- 
forming polishing wheels. 


These Advantages In YOUR Polishing 


mean better-finished, better-looking prod- 
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* shensiee 


ucts in less time and for less money — the 
sure “Touch of Gold” you can add to all 
your set-ups, manual or automatic. 


Your Norton Distributor 
can supply you promptly with aLunpum 
polishing abrasive in the types, sizes and 
surface treatments you need. Or write to 
Norron Company, Worcester 6, Mass. Dis- 
tributors in all principal cities, listed in your 
phone directory yellow pages under 
Grinding Wheels”. Export: Norton Behr- 
se Overseas Incorporated, Worcester 
), Mass. 


WNORTON}L 


ABRASIVES 
Qlaking better products ... to make other products better 
*Trade- Mark Reg. U.S. Pat. Off. and Foreign Countries 


G-271 
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... because we can prove which cleaner is 
tight. That’s the catch—and that’s why 
H-VW-M cleaners do the best cleaning job. 
You see, with our complete facilities we'll 
prepare samples, apply compositions, buff, 
try various cleaners—even plate to compare 
final results. When we've finished . . . dupli- 
cated every process and test that a manu- 
facturer will use... we know we've got the 
right cleaner. 

And all H-VW-M_ cleaners — whether 
they're for standard or special applications 
—have to meet our high standard of purity 


under rigid quality control. Soak or electro 
cleaners, specific purpose cleaners such as 
acidic types and aluminum etchants—cus- 
tom made cleaners for special jobs—all 
combine to make available the most com- 
plete line of cleaners in the plating in- 
dustry. 

This is all a result of H-VW-M's constant 
progress for more than eighty years. We call 
it Platemanship—our seal of quality that’s 
your guarantee of getting the best that in- 
dustry has to offer, not only in cleaners, but 
in every phase of plating and polishing. 


Bow 


For complete information on H-VW-M Cleaners write for Bulletin C-107. 


Your H-VW-M combination — 
of the most modern testing 
and development laborotory 
—of over 80 years experience 
o ry phase of plating ond 
polishing—of a complete 
equipment, p as and sup 
ply line for y need 


HANSON-VAN WINKLE-MUNNING CO.,, MATAWAN, N. J. 
PLANTS AT: MATAWAN, N. J. * ANDERSON, INDIANA 
SALES OFFICES: ANDERSON ° BALTIMORE e 
CHICAGO + CLEVELAND * DAYTON * DETROIT 
RAPIDS * LOS ANGELES + LOUISVILLE * 
MILWAUKEE © NEW YORK ¢ PHILADELPHIA © PITTSBURGH 
ROCHESTER * SPRINGFIELD (MASS.) * STRATFORD (CONN.) 
u * WALLINGFORD (CONN.) 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES « EQUIPMENT © SUPPLIES 
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another reason why 
it's hetter because 


Eqyptian Lab Technicians employ the Hart 
Impact Tester (illustrated) to help evalu- 
ate qualities of adhesion and flexibility 
of the Egyptian Specially Formulated 
Finish for Your Product. This test is an 
integral part of the established Egyptian 
all factors Pre-Performance-Test-Procedure. 


The rod supporting the striking head is 
adjustable to deliver a blow of measured 


it's EGYPTIAN 


force, furnishing the basis for an evalua- 
tion of the impact resistance of your 
Product Finish. 


Armed with this test data the long expe- 
rience and skill of your Egyptian Tech- 
nician now comes into full play . . . he 
has the “Laboratory Know-How” that can 
put specified adhesion, flexibility or any 
other characteristic into your product 
finish and keep it there... Another Reason 
Why it’s Better Because It’s Egyptian. 


e5 Ondustrial OFinishes 





The EGYPTIAN LACQUER MANUFACTURING COMPRHY 


Box 444, Newark 1, New Jersey + Plants: South Kearny, N. J. — Lafayette, Ind. 
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BIAKESLEE 


deqreasers use 
ess 


Solvent savings are assured when Blakeslee Solvent Vapor 
Degreasers are installed. Dual-Vapor Control is only one of 
Blakeslee’s original features designed to give you lower operat- 
ing costs than other degreasers. With continued solvent savings, 
Blakeslee degreasers soon pay for themselves. 


G. S. BLAKESLEE & CO. 


Established since 1880. Manufacturers of solvent vapor de- 
greasers— metal parts washers—Blacosolv degreasing solvent.* 
Write today for full information. Chicago: 1844 South 52nd Avenue, Chicago 
50, Illinois; New York: 381 Fourth Avenue, New York City 16, New York; 
Canada: G. S. BLAKESLEE & CO. LTD., 18 Cranfield Road, Toronto 13. 


*BLACOSOLV IS STOCKED IN 
WAREHOUSES FROM COAST TO COAST. 
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WIDE-—-SWING 


POLISHING ano BUFFING LATHE 


ia es 








MODEL 
—— | VROW 
en 5 e 742 e 10 H.P. 


Ideal for bulky parts. Spindle overhang and extended bearing 
housings enable two operators to work without interfering with 
each other. 

Hammond WIDE SWING Variable Speed and Single Speed 
Polishing Lathes are available with one or two independent 
spindles. 

Other models available with a capacity up to 50 HP. Write for 
catalog showing America’s most complete line of Polishing and 
Buffing Lathes. 


1622 DOUGLAS AVENUE e KALAMAZOO, MICHIGAN 
SEE THIS MACHINE IN OPERATION AT BOOTH 1303 — ASTE SHOW. 
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AN 


A\ \ t 
? \ 14 ok 
Roto-Finish machines equipped with push-button controls and 


automatic timers, will shut themselves off automatically after being 
manually started and the timer set for the desired timing cycle. 
SUE at iaMeial-MelUlcolilelilomtlul-\ammikeloallal-tMetelale of-Mtielat-yoMelalo Mi ilil-te| 
ToMmilellalicllimme Mecelalilalereltwm olcclelt al slola mee Zell ME lM ullilelt-S Mma dalel 
is often the cause of a serious bottleneck. Ask your secretary to 
ship us two finished and several unfinished samples, marked for 


the attention of the Roto-Finish Processing Laboratories. 


REMEMBER THAT: You buy nothing until you have proof 


that the Roto-Finish process can save 


you money. 


Roto-Finish guarantees the same results 
in your shop as are produced on the 


samples processed in their laboratories. 


Roto-Finish is the originator of modern 
precision barrel finishing and because 
} of long experience can eliminate for 
you the costly trial and error purchase 


of machines. 


Write for the Roto-Finish Catalog 


& "ck of mon VE 
woe Gee e | Spt BeBe &. 
BREAKS THE PRODU( TLENE( 


COMPANY 


P. O. Box 988 — 
3704 MILHAM ROAD, KALAMAZOO, MICH. Phone 3-5578 


FOREIGN REPRESENTATIVES: CANADA — Windsor — Roto-Finish Canada Limited ° 
ENGLAND — London — Roto-Finish Limited —- 39 Park Street — Mayfair * AUSTRALIA 
— Melbourne —A. Flavell Pty, Ltd. * HOLLAND — Delft —N. V. Roto-Finish Maatschappij 
— Rotterdamse — WEG 370A * AUSTRIA, GERMANY, SWITZERLAND — Frankfurt a.M. 
— Metaligeselischaft A.G., Germany * ITALY — Milan — Societa Roto-Finish a R.L. — 
Sesto S. Giovanni — Viale E. Marelli 31 * FRANCE —. Paris — Sociote Roto-Finish, 70 
rue de la Republique-Puteaux (Seine) * BRAZIL — Rio de Janeiro — Commercial E. 
Industrial de Formos Werco, Ltds. ; 
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Never gets your goat 


...Monel is easy to fabricate 


Whatever your pickling equipment de- 
sign, you find your fabricator can easily 
make it of Monel®. 


This tough, long-life, corrosion-resist- 
ing alloy has excellent workability and 
weldability and can be fabricated into 
any shape that is practical for a metal. 


Are you in need of replacements due 
to corrosion? Well then, see your Dis- 
tributor of Inco Nickel Alloys. He'll show 
you how Monel gives long trouble-free 


service life and saves replacement costs. 


Write today for your free copy of 


“5 Way Savings... in Pickling.” 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N. Y. 


eo iE 
Monel extra cops — 


PICKLING  _extra safety _ 
EQUIPMENT 
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@ DISCS cut fast...on the FASTCUT Pad 85 Assembly 


NEW SAND SCREEN: Use both 


Caney 
Set ten, Bis mig 
Ce, 

a) Pittng, My 


SAND SCREEN by CARBORUNDUM is the new, 
open-mesh abrasive cloth for sanding and fin- 
ishing that lets the removed material flow 
right through...instead of loading and glazing, 
as conventional abrasive paper and cloth do. 
LASTS 7 TO 15 TIMES LONGER 
Because it resists loading, and because you 
use both sides, SAND SCREEN Sticks to its cutting 
job as much as 7 to 15 times longer than con- 
ventional abrasives. Both sides are uniformly 
coated with hard, sharp CARBORUNDUM® 
Brand Silicon Carbide abrasive grain for fast, 
easy sanding on metals, wood, paint under- 
coats and sealers. 
USE IT WET OR DRY...BY HAND 
OR MACHINE 

Use SAND SCREEN the same way you use your 
present paper or cloth—wet or dry, by hand 


Continually putting more Sense in your ABRASIVE 


10 
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@ CUT SHEETS fit your air or electric vibrating sander 


@ FOLD it like paper... TEAR it like cloth 


sides...do from 7 to 15 times the work! 





” 


or machine. For hand sanding, full 9” x 11 
sheets fold like paper, tear like cloth to any 
width you desire. Cut sheets fit your oscillat- 
ing or vibrating sanders. Discs give best re- 
sults when used wet with CARBORUNDUM’S 
FASTCUT Pad 85 Assembly. Ordinarily, no 
adhesive is needed when sanding 
flats or slight contours...the sur- 
face of the FAsTCUT Pad holds [~ 
the disc in place. Full sheets, cut | 
sheets and discs come in 180 and 
finer grit sizes. 


what operations you would like to test it 
on. Call your CARBORUNDUM Distributor 
or Salesman (listed under “Abrasives” or 
“Grinding Wheels” in the yellow pages). Or, 
if you prefer, write to us. Send the coupon 
for a sample and full details, anyway! 


Send for Folder...use this Coupon! 


THE CARBORUNDUM COMPANY, Dept. PF 82-46 
Niagara Falls, New York 
Rush folder about new SAND SCREEN 





WHERE WOULD YOU LIKE TO 
USE SAND SCREEN? 


NAME 





We will work with you to help COMPANY 





you take full advantage of SAND 
SCREEN’S many advantages and 


STREET AND NUMBER 





cost-cutting features. Just tell us 


ZONE STATE 


CARBORUNDUM 


REGISTERED TRADE MARK 
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Is your Nae 
PRE-PAINTING process 
as efficient as 

the Design and 


Engineering 
of your si 
product? = 
7 
ine 


@ Proper metal preparation before painting is the 
foundation of your high quality finish .. . You can 
accomplish this end result by using a Prep Product 
that is designed and formulated for your require- 
ments .. . Check with us and we will recommend a 
Prep Product that will give you superior results at 


present cost or equal performance ct lower cost. 


Send for Gulletin 





@ We have available the materials and processes for 


any Government Specification relating to metal treatment. 


NEILSON 


MANUFACTURERS OF METALPREP 








2682 Tecumseh Rood P ‘ 3411 Union Pacific Ave. 
Windsor, Ontario 6561 Benson St., Detroit 7, Mich. Los Angeles 23, Colif 
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THE MOST AMAZING 
FINISH shisatnher id IN 100 sy 


XTONE 


mM 


CAPSULE FACTS 


COLOR-FLECKED PLEX- 
TONE is a new industrial 
finish in which . colors 
exist separately until 
. sprayed, when they inter- 
lace as shown above. 


(Mtd under US. Pat No 2591904) 


Imagine—a textured and MULTI- 
COLORED finish — sprayed at ONE time, 
from ONE gun, in ONE coat that covers 
surface flaws and blemishes completely! 


PLEXTONE Alpine Green, 


one of many standard 
pre-mixed colors available for prompt shipment. Also 


CHARACTERISTICS 


Lacquer base * Air dries 
approx. 30 minutes — 
dries hard 2 to 3 hours * 

Available in flat or semi- 


scrubbed, even scoured * 
Can be touched up with- 
out showing * Thicker 
film hides surface imper- | 
fections, covers porous. 
materials * Available in: 
‘non-toxic grades * Bonds 
readily to wood, wall- 
board, paper, cement, 
plaster, phenolic impreg- 
nated papier-mache 
forms, plastics, woven 
fabrics, and metals such 
as cast iron, steel, alu- 
minum, brass, copper. 


available in solid colors and in custom multicolors. 


PLEXTONE—CUTS FINISH- 
ING COSTS UP TO 35% | 


Eliminates much costly pre- 
finishing, hides surface flaws. 
Usually only one prime, one 
PLEXTONE coat required! 


PROVE IT TO YOURSELF—-MAIL COUPON TODAY 


MAAS & WALDSTEIN CO. 


“2118 McCARTER HIGHWAY, NEWARK 4, N. J. 
Midwest Division: 1658 Carroll Ave., Chicago 12) Hl. 


Pacific. Coast Division: Smith-Davis Company, 
10751 Venice Blivd., Los Angeles 34, Cal. 


PIONEERS IN PROTECTION 


April, 1954 


PLEXTONE — 
UNBELIEVABLY RUGGED! 


Color flecks go thru-the-film,"’ 
defy alcohol, 
grease, oil. Can be washed, 
scoured, without damage! tone, spatter-dash, etc., etc. 


resist abuse, 


PLEXTONE — SALES 
APPEAL OF MULTICOLOR! 


Endless new effects of 2, 3 or 
more colors sprayed from one 
gun, at one time... . tone-on- 


PLEXTONE® 


MAAS AND WALDSTEIN CO., PLEXTONE Division 
2118 McCarter Highway, Newark 4, New Jersey 
Gentlemen: Please send me FREE color chips, 
PLEXTONE sample, and application data. 

1 am particularly interested in PLEXTONE for 
finishing 





Name 

Company 

Address 

a a Zone State 
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The ABBOTT METHOD 


will do MOST of your BARREL FINISHING 


Improved Abbott Barrel! 


The famed Abbott Vertical Barrel — 
adjudged by experts as the most effi- 


cient in its field —has been improved! 
Self-contained, it features its own elec- 
tric motor and speed control which gives 
precision control of barrel speeds at all 
times. Four basic barrel sizes in a 
combination to match any production 


requirement. Write for details . . . today! 


Constant research and production line 
operations, developed and improved by 
Abbott engineers for more than forty 
years, conclusively PROVES that the 
Abbott Method of Barrel Finishing will 
efficiently perform most of your barrel 
finishing tasks. 


The Abbott Method — originated by The 
Abbott Ball Company in 1910 — features 
the famous Abbott Vertical Barrel and 
Abbott's scientifically designed 
Burnishing Shapes. 


For superior barrel finishing of stamp 
ings, castings and machined parts. . . 
investigate The ABBOTT METHOD. 


Abbott Burnishing Shapes 


ABBOTT ABCO & ECLIPSE BALLS 


ABBOTT DIAGONALS WY 


BS ABBOTT CONES 
ABBOTT OVALBALLS FG 


ABBOTT PINS 


\ 
a= 


ABBOTT DISCS. 


THE ABBOTT BALL COMPANY 


1084 NEW BRITAIN AVE. 
HARTFORD 10, CONN., U.S.A. 
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DuBOIS PEEL FILMITE "2 fe, 0 ts 
gh : strength plastic film that 
removes dried over-spray from paint stays flexible; doesn’t 
spray booths 1000% quicker. By spray- age. PEEL FILMITE bs eofat 
ing on PEEL FILMITE with regular spray, 
- equipment, booths are ready to operate 4) 2) 770i a7 
as soon as booth walls are dry. ' 
: Contact DuBois today for com- 
When over-spray accumulates, score the siete details on new PEEL FILM- 
coating and peel off sheets at a time. /TE. It cuts costs . . . cuts labor, 


DuBois Warehouses And 
ge U ag G Dae Representatives Are 
es . Located Coast-To-Coast 

Cincinnati 3, Ohio los Angeles 33, Calif. 


Serving Industry Since 1920 
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Whether you want your product to 

be easy on the eyes, smooth and silken 

to the touch, or streamlined to fit in 
with your packaging plans, much 
depends on the coating you select. 
Some products, too, present special 
problems in the rough handling « 
they must withstand, or the long 

wear they must provide. Some 

products require custom coatings, 
laboratory-developed to meet extra 
requirements. If one of these 

problems is yours, may we suggest 

you consult with Rockford Varnish 
Company, where a competent staff 

of experienced technicians are con- 
stantly producing just such finishes j 
for an endless variety of manufactured & 
items. Your inquiry is invited... : 


VARNISH 


Affiliate | 
GORDON BARTELS CO. ROCKFORD. ILLINOIS” 


Roller Coating Specialists Ma of p eal ue Coal, ing 
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WAGNERS’ 5 NEW RECTIFIERS 


HAVE 40% INCREASED 
STACK AREA....... 


PREVENT OVERLOAD—Electrical overloads and 
over-heating are avoided by ample rectifying stack area. 
The new Wagner Brothers selenium rectifiers offer you an 
unprecedented 5.4 square inches of rectifying surface per 
ampere. We've always rated conservatively, as the year- 
after-year performance of our previous models will testify. 
But this 40% increase sets new standards of operating 
efficiency and reduces your maintenance costs to a record 
low in electroplating history. 


PEAK EFFICIENC Y—Excess heating greatly de- 
creases rectifier service life. This conservative Wagner stack 
design, more plates, greater surface, avoids high tempera- 
tures. And in addition, thermal overloads on magnetic 
contactors protect the equipment should a continued heavy 
overload occur. Our rugged transformers are especially 
built for our requirements, and insulated with the highest 





quality non-flammable insulating materials such as glass, 
mica and asbestos. 


LARGE PAC KAGE-@ 
2,000-50,000 amps. Forced-air, fan-cooled type operates at all commonly 
used voltages. Requires only input and output connections for operation. 


I 
WATER COOLED | SMALL PACKAGE 


1,500-50,000 amps. An air circulating system | 250-2,000 amps. Fan-cooled with exhaust from 
with a heat exchanger, uses your regular water | the top of the cabinet. Very compact to facilitate 
supply (which can then be used for rinse tanks) es | moving. Equipped with ammeter, voltmeter, 
a heat removing medium. Functions well under ' shunt, starting equipment and regulation if 
corrosive atmospheric conditions, or where high | required. Only 3 wires for connection. 

ambient temperatures are encountered. 


CUBICLE 
To 1,500 amps. Designed for the building block | 5-200 amps. Extreme flexibility of operation meets 
type of operation, since the horizontal flow of cool | exacting requirements of control, ripple and 
air permits stacking. The addition or subtraction | accuracy making the unit ideally suited to labo- 
of total current output is easily accomplished. ! ratory research and development work. 


ALSO A COMPLETE LINE OF REGULATORS AND CONTROLS 
__ YOUR PRIMARY SOURCE FOR PLATING AND POLISHING EQUIPMENT AND SUPPLIES 


“G32 MIDLAND AVE. ¢ DETROIT 3, MICHIGAN 


Chieage ¢ Rochester © Cleveland © Cincinnati ¢ St.Louis ¢ Indienapolis © New York 

















Type A Blackening Process For Steel 


Improves Your Product 


Increases Production 
Cuts Costs 


TROUBLE-FREE * ECONOMICAL * ATTRACTIVE 





One Bath -- One Salt 

Lower Operating Temperature 
Self Rectifying 

Faster Blackening Cycle 

More Corrosion Resistant 


Also Black Magic Blackening Processes for other ferrous 
and non-ferrous metals; metal cleaners, rustproofing 
oils and waxes, plating specialties and a complete line 
of heat treating salts. 


DYJAGR Elo |} THE MITCHELL-BRADFORD CHEMICAL CO. 
Geachiord ain St. ratford, Conn. 


s QUALITY PRODUCTS OF CHEMICAL RESEARCH 6) 


18 PRODUCTS FINISHING April, 1954 





Open Season on Bucks 
right in your own plant! 


Production men who are tracking down lost bucks in plant operations 
may have overlooked the tremendous money-saving opportunities 

in the field of metal cleaning. Many plants are wasting rea/ money 
because they sometimes don’t think of metal cleaning as a primary 
operation. Yet metal cleaning is vitally essential to the 

making of a good product. 

Every dollar saved in cleaning is a dollar earned. That's why it 

pays you to investigate all possible ways to save on cleaning 
operations. And that’s where Phillips’ modern metal 

cleaning method comes in. You can save more money and 

build your product better, faster and cheaper with Phillips 
degreasers because they clean faster, use less solvent and 

operate on minimum power requirements 

For the complete Phillips high production metal cleaning story 
check with your Phillips man today. He'll be willing to go 

into your problem fully and recommend the right 

combination for lowest costs, and highest 

production. Do it today! 
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WITH 


PHILLIPS 


DEGREASERS 





SEND FOR 
THESE FREE BULLETINS 
PHILLSOLV BULLETIN giving 
complete details on physical and 
chemical properties of Phillsolv, plus 
full details on advantages and 
application. 


COMPLETE INFORMATION on the | SREY 
Phillips line of electric batch type and auto- By: THT 

matic vapor degreosers. Models to meet Zz rps 

any need. pa 
DEGREASING HANDBOOK gives questions MANUFACTURING COMPANY 
and answers on degreasing processes and 2687. W. Tanks Avenee ¢ Chieagé 6% Maks 


lems. Technical informati 
prebinen. Tochaieel tfermation on deppecser ENGINEERED METAL CLEANING EQUIPMENT 
opplications. 
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Making WHEEL WORK 


faster... safer... more economical 


Atla ntic Speed-Tested 
Grinding Wheels 


Faster because Atlantic Speed-Tested Grinding Wheels 
have a smooth, floating action that requires less pressure 
... reduces operator fatigue ... speeds up grinding on all 
types of metal. Records prove that Atlantic Wheels cut 
cleaner, faster ... run cooler on job after job. 


Safer because every Atlantic Wheel sold, from the 2 

inch size on up, has been test run at a 50% higher speed 

than that required for normal operating conditions. Safer 

because Atlantic Wheels feature a special Resinoid bond 

for extra strength, longer life under high operating speeds. 
More Economical. Experienced 
operators find that Atlantic 
Grinding Wheels seldom have to 
be dressed ... reduce clogging or 
glazing to a minimum... con- 
sistently lower replacement costs. 
Why not try them and see for 
yourself. Write now for complete 
details. Atlantic Abrasive Corp., 
524 Pearl St., South Braintree 85, 
Massachusetts. 


ATLANTIC ABRASIVE CORP. 


South Braintree 85, Massachusetts 





“WHERE EVERY WHEEL !IS 


SPEED TESTED” 


——— 


——— 
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4q Battery of Paint 
Baking Ovens. 


0 ef 


A- Type Continuous 
Paint Baking Oven. 
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WOVE DRE, 


THE LANLY COMPANY *¢ 770 PROSPECT AVE 
CLEVELAND,OHIO 


LANLY Specialized engineers are daily 
consulting with progressive manufactur- 
ers and meeting the need for high grade, 
uniform, finishing oven production at sat- 
isfactory volumes. 

Contir.ued repeat orders vouch for LANLY 
competence. 

Complete information and literature sup- 
plied upon request. 


4Batch-Type Oven. 


Lay-Down Porcelain 
Enamel Dryer. > > 
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cleaner 


HS is a heavy duty cleaner 
of medium alkalinity, particularly 
effective in plastic-type barrel clean- 
ing operations where high detergency is required 
at relatively low temperatures. This anhydrous, silicated 
cleaner gives maximum cleaner life, produces no 
undesirable scums in the acid or rinse tanks, and rinses off 
quickly and completely. Cowles HS is especially formulated 
to handle extraordinary heavy soil loads in barrel lines or other soak tank 
operations, including removal of large amounts of oil. 


. We will be glad to send you complete information. 
COWLES : 
TECHNICAL 
SERVICE 


gladly COWLES CHEMICAL COMPANY 


furnished 
upon METAL CLEANER DEPARTMENT 


request 
7016 EUCLID AVENUE * CLEVELAND 3, OHIO 


prompt shipments from convenient warehouse stocks 
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PF editorial @®eee2ee ee ad sige 


Vol. 18, No. 7 


let's Talk About Finishes! 


American industry has accepted fully the fact that an active, intelligent public 
relations program is vital to progress, if not, in fact, to continued existence. Such 
a program carries the company’s or the industry’s message to the general public 
—the consumer—the customer. The more a potential customer knows about your 
industry or your product, and the more he appreciates the trouble you have taken 
to make that product the best in the field, the easier it becomes to sell him that 
product. 

The vital part played by product finishes in today’s competitive selling can not 
be emphasized too often. Salesmen and sales managers all know how important 
is the finish on the product they have to sell; yet the public, generally, is not 
aware of the various kinds of finishes, their particular advantages, and the con- 
ditions under which each will give the ultimate in satisfactory service. Those 
product manufacturers who wish to gain a competitive advantage by stressing the 
enhanced value of their product due to its high quality finish, of whatever type, 
will find this easier to do when the buying public—the customer—know more 
about the properties and characteristics of various kinds of finishes. 

New developments in finishes and finish application methods are discussed 
in technical, professional, and business magazines. They form the subjects for dis- 
cussion at technical and trade association conventions and local meetings. While 
much of the advertising about finishes, application methods, and equipment is, 
understandably, of a competitive nature, some programs stressing the value of a 
quality finish, and the virtues of a plated, paint, or porcelain enamel finish have 
been run in business and technical magazines. Technical societies have conducted 
educational television programs on finishes and finishing processes. Some work 
of technical and trade associations in the educational field has been summarized 
previously.* All of these messages about finishes reach segments of the buying 
public, and are most constructive and essential. 

There is still much to be done. Whether you are engaged in applying finishes 
to today’s manufactured products, whether you are a finish supplier, manufacturer, 
or finishing equipment salesman, the more you know about finishes and finishing 
processes, and the more you discuss finishing, the more the public will know about 
the industry, and the more interest and attention will be given to quality finishes. 

And it isn’t something that you can tell once and then forget; the project of 
“talking finishes” must be continuous and enthusiastic to be effective. 


a Fie 


—EDITOR 


* ‘Education in the Finishing Industry;—A Continuing Requirement,’ PRODUCTS FINISH- 
ING, September, 1953. 





tion Barrel 


By EZRA A. BLOUNT 
Editor 


Copper, nickel, zinc and cadmium can be plated in the barrel 
plating installation recenty completed at Varland Metal 
Service, Inc., Cincinnati. The versatile, well-engineered setup 
consists of a double line of tanks served by an oval, overhead 
monorail conveyor. Solution temperatures are kept constant 
by automatic temperature controls. A barrel loading chart 
keeps load surface areas equal, and makes possible close 


control of deposit thickness. 


OB plating plants must be 
equipped to plate not only a 
variety of types, sizes, and 
kinds of metal parts, but must 

also be able to deposit a variety of 
metal coatings, according to custom- 
ers’ specifications. Then too, the suc- 
cessful job shop must be able to do 
a high quality job efficiently, so that 
its price to the customer will be 
competitive. 

As its volume of barrel plated pro- 
duction increased, Varland Metal 
Service, Inc., decided to expand its 
barrel plating facilities, and in so 
doing, to accomplish the necessary 
objectives of increasing the efficiency 
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of the operation, and maintaining 
the quality of the plated product at 
a high level. The barrel plating in- 
stallation described here is the re- 
sult, and marks the most recent ex- 
pansion of this progressive company. 

Varland Metal Service was found- 
ed in 1946, and, although it has not 
been in business for many years, has 
enjoyed a vigorous growth to its 
present size. Although a job plating 
shop is not generally limited to any 
particular class of work, Varland has 
specialized to some degree in the 
copper, nickel, and chromium plat- 
ing of zinc base die castings, and on 
production barrel plating of small 
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Plating to Specifications 


parts. Equipment for deburring and 
barrel finishing castings and stamp- 
ings is also in use in this modern job 
plating plant. 
Planning Factors 

Basic considerations in planning 
the installation included the types 
of metal which had to be deposited, 
and the size of the equipment, both 


from production volume and prac- 
tical considerations.* First, it was 
determined that provision must be 
made for copper, nickel, cadmium, 
and zinc plating, as well as a num- 


*Plan Your Finishing Facilities and 
Operations,” by Thomas J. Menzel, Prop- 
ucts FINISHING, July, 1953. 


Fig. 1—A view of the barrel plating unit recently installed in the plant of Varland 
Metal Service, Inc., Cincinnati. As can be noted in the illustration, an overhead loop 
monorail has been installed above the double line of processing tanks to facilitate 
movement of the barrels from one tank to another through the process. Located above 
the monorail is a 3-phase, 220 volt, electrical bus bar which not only supplies power 
to operate the electric hoists, but also serves as a source of electric current to operate 
the barrel rotating motor during the time the barrels are being transported from one 
tank to another. An elevated wood slat walkway makes easier the movement of bar- 
rels through the plating unit. In the left foreground can be seen the copper plating 
tank and in the right foreground, the 4-barrel zinc plating unit. 











ber of surface conversion coatings 
for zinc and cadmium. Accordingly, 
cleaning, plating, and dip coating 
cycles were planned to provide the 
necessary process steps. 

Since the barrel is the basic pro- 
duction unit in an installation of 
this kind, Varland engineers next 
standardized on the 14 by 30 inch 
transparent plastic plating barrel, 
selecting the barrel manufactured 
by the Hardwood Line Mfg. Co., 
Chicago 47, Illinois. Establishing 
the standard barrel size determined 
tank widths and depths for the vari- 
ous cleaning, rinsing, dipping, and 
plating tanks. 

Based on a consideration of cycle 
times, the relationship of various 
cleaning cycle times to plating 
times, and total plating production 
volume desired, the lengths of vari- 
ous tanks were determined. 


DRIER DRIER 


g unit. In this illustration the various processing tanks are identified and 
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Plant Layout and Equipment 


Efficient handling of small parts 
in quantity dictates that trucking 
shall be held to a minimum. To ac- 
complish this purpose, and achieve 
processing economies, the barrel 
plating installation was planned so 
that the process flow would take a 
general U-shape, the barrels being 
loaded and unloaded in the same 
general area. Accordingly, the pro- 
cessing tanks were set in two lines, 
separated by a 4-foot working aisle. 
An overall view of the unit is shown 
in Fig. 1. 

Realizing the importance of me- 
chanical handling equipment, since 
ease and convenience of movement 
of the barrels are basic necessities, 
Varland engineers installed an over- 
head loop monorail, oval in shape, 
above the centerlines of the two lines 





port members. 


(Illustration courtesy Varland Metal Service, Inc., Cincinnati, Ohio.) 
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their location indicated. As can be noted, the overhead monorail track, to 
as well as rectifiers and dryers. The tanks, all the same depth, are mounte 


Fig. 2—A plan view of the Varland barrel platin 

















of processing tanks. Barrels are mov- 
ed through the process smoothly and 
efficiently with the aid of two 14-ton 
electrically operated hoists which 
lift or lower barrels at the rate of 
35 feet per minute. Figure 2 is a 
plan view of the barrel plating area 
showing the relative location of the 
tanks, monorail, and some of the 
auxiliary equipment. 

Tank sizes were established ac- 
cording to the number of plating 
barrels that each tank must accom- 
modate at any one time. The small- 
er tanks (1-barrel units) are 32 by 
45 by 32 inches deep. Two-barrel 
units are 64 by 45 by 32 inches deep. 
The zinc plating tank is a 4-barrel 
unit—128 inches by 45 by 32 inches 
deep. 

The cleaner, water rinse, and cya- 
nide dip tanks are plain steel, most 
of them fitted with dam-type over- 
flows. The acid dips, acid rinse, and 


chromate dip tanks are formed from 
plastic material reinforced with Fi- 
berglas (Pla-Tank — resin-bonded 
Fiberglas) and are products of The 
Chemical Corporation, Springfield, 


Massachusetts. Copper, cadmium, 
and zinc plating tanks are plain 
steel, and the nickel plating tank is 
steel, Koroseal lined. 

Tank heating is accom- 
plished by steam coils; in 
some tanks plain pipe coils 
are used, and in others 


Fig. 3—Guided by the loading 

chart, the barrel plater weighs 

out a standard load of the parts 

to be plated. A combining 

weighing and loading chute, or 

scale pan, speeds up this op- 
eration. 


Platecoils are installed. Heating 
coils are fitted with Sarco float ther- 
mostatic steam traps to increase the 
heating efficiency. Condensation is 
piped to hot water rinse tanks, and 
thus flows to the drain—preventing 
any possible contamination of the 
boiler water. 

Both the cadmium and zinc plat- 
ing tanks must be cooled, since both 
increase in temperature during op- 
eration. This is accomplished by cir- 
culating cooling water from a heat 
exchanger, operated in connection 
with a refrigeration unit, through 
Platecoils in the tanks. (During the 
winter months, city water may be 
used without auxiliary refrigeration, 
since water temperature is about 50 
deg. F.). This water is discharged 
into cold water rinse tanks, and 
hence does not recirculate. This pro- 
vides a source of slightly warmed 
water for the rinse tanks, and at the 
same time lowers refrigeration cost 
since raw water is colder than water 
which has passed through plating 
tank coils. 

Tank temperatures of cleaning 
and plating tanks are controlled au- 
tomatically with temperature con- 
trollers manufactured by the Part- 
low Corporation, New Hartford, 
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Fig. 4—A load of parts to be 
plated, having received the 10 
minute anodic cleaning treat- 
ment, is removed from the 
cleaner tank to be rinsed and 
processed through the plating 
cycle. The barrel rotates at 5 r. 
p.m. both while it is in the solu- 
tion and while it is being trans- 
ported from one tank to an- 
other. The rotating motor is 
mounted in the barrel super- 
structure. As can be noted in 
this illustration, the electrical 
connection between the 3- 
phase, 220 volt bus bar located 
above the monorail has been 
plugged into the barrel motor 


receptacle. In the left foreground can be noted the 3-phase, 220 volt, electrical con- 
nection which is plugged into the barrel motor receptacle to rotate the barrel while 
it is in a cleaning or plating tank. 


New York. The controllers have a 
two-step control, which acts as a 
safety feature to guard against tem- 
perature rise due to failure of steam 
valves. When the desired tank tem- 
perature is reached, the controllers 
close steam valves. If the tank tem- 
perature rises 10 deg. F. over the de- 
sired temperature, a signal bell rings 
and a red light is lighted. The con- 
trollers must then be reset manual- 
ly, thus insuring that operators will 
give immediate attention to the 
tank in question. 

Power for anodic cleaning is sup- 
plied from two rectifiers (Lektron 
and Richardson-Allen) connected in 
series to provide 500 amperes direct 
current at 12 volts. Current for cop- 
per, nickel, and cadmium plating is 
furnished by a 1500 ampere, 12 volt 
Richardson-Allen rectifier. A 2000 
ampere, 12 volt rectifier provides 
power for zinc plating. 

To standardize the current re- 
quirements for the barrels it was ne- 
cessary to establish a basic load or 
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plating surface for each barrel load. 
This was accomplished by prepar- 
ing charts classifying various groups 
of parts by part number, kind, and 
size. For each kind and size of prod- 
uct, a standard weight of barrel load 
has been established. Stampings are 
classified according to thickness; 
nuts by dimension across the flat 
side; bolts, springs, threaded rods, 
and unthreaded rods according to 
diameter. 

Another factor that must be con- 
sidered is the maximum volume of 
work that can be loaded into a bar- 
rel. On certain types of parts the vol- 
ume consideration outweighs the 
area consideration. Parts do not 
tumble satisfactorily and do not 
plate evenly throughout the load if 
the barrel is loaded much more than 
half full. Another factor is the maxi- 
mum weight. The transparent plas- 
tic barrels are normally rated at 
about 150 pounds maximum weight. 
To insure that no damage is done to 
the equipment, loads are limited to 
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or held below 140 pounds. 

There is still another factor, which 
may be termed the tumbleability of 
parts. Certain parts, such as certain 
wire forms and springs which tend 
to nest, clog, or form-a solid mass, 
have to be plated at a smaller load 
than would otherwise be indicated. 

In loading (Fig. 3) the plater 
need only refer to the standard 
charts and note the weight required 
for a standard barrel “load.” By 
holding surface area in each barrel 
to approximately the same value, 
there is no problem of unequal cur- 
rent distribution in a multiple bar- 
rel plating setup. Further, current 
values can be set and loads timed 
accurately to deposit the thickness 
of metal required by customers’ spe- 
cifications. 


Copper Plating Process 


1. Barrels are loaded and moved 


by a hoist into the soak cleaner tank. 
In this tank parts are cleaned for 10 
minutes in a solution of Pennsalt 
K-45 (8 oz./gal.) held at 160 deg. 
F. to remove the bulk of surface con- 
tamination. Barrels rotate at 5 r.p. 


Fig. 5—A view of 
the 4-barrel zinc 
plating tank. In the 
right backgrouna 
is the 2000 ampere, 
12 volt rectifier 
which provides 
power for this op- 
eration. In the left 
background is lo- 
cated the 2-barrel 
cadmium plating 
tank. The electri- 
cal connections 
mounted on the 
tank are connect- 
ed to the barrel ro- 
tating motors. 


m. while in the tank, actuated by a 
driving motor built into the barrel 
superstructure. This motor is plug- 
ged into a 3-phase, 220 volt outlet 
while the barrel is in a tank, and 
can be connected to an outlet on the 
hoist also, so that barrels rotate 
during transfer from tank to tank. 
This minimizes solution dragout or 
carryover. 

2. Following soak cleaning, bar- 
rels are transferred to an anodic 
cleaner tank, and cleaned anodical- 
ly for 10 minutes in Pennsalt K-8 
(8 oz./gal.) held at 160 deg. F. to 
provide a water-break-free surface 
required for bright, adherent plate. 
Figure 4 shows a barrel being re- 
moved from the anodic cleaner at 
the end of the cycle. 

(Note: Die castings are cleaned 
in a solution of 5 oz./gal. Pennsalt 
Z-54 or 3 to 5 min. at 160 deg. F.) 

3. Hot water rinse. 

4. Cold water rinse. 

5. Acid dip in 20 per cent (by 
volume) muriatic acid at room tem- 
perature. (Springs, sulfurized steel 
parts and die castings receive this 
treatment only.) 





Fig. 6 — These two 
Partlow tempera- 
ture controllers re- 
gulate zinc and 
cadmium plating 
tank temperatures. 
The controller on 
the right maintains 
the proper tem- 
perature in the zinc 
tank, and the con- 
troller on the left 
accomplishes the 
same purpose in 
the cadmium tank. 
As tank tempera- 


ture rises above the proper point, the controller opens the valve in the cooling water 
line until the temperature is brought back to the proper value, at which time the 
valve closes. 


6. Acid dip in 50 per cent (by 
volume) muriatic acid at room tem- 
perature. The bulk of the parts to 
be plated receive this treatment fol- 
lowing a dip in the 20 per cent acid. 
For economy of operation, the 50 
per cent acid is used to make requir- 
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ed additions to the 20 per cent acid. 
Fresh acid is added to the 50 per 
cent solution only. 

7. Cold water rinse. 

8. Dip in a solution of 6 oz./gal. 
sodium cyanide and 1 oz./gal. caus- 
tic soda. This process is used for 


Fig. 7 — These Richard- 
son-Allen rectifiers pro- 
vide power for the bar- 
rel plating tanks. The 
rectifier on the left is a 
2000 ampere, 12 volt 
rectifier which furnishes 
power for the zinc plat- 
ing tank. The rectifier on 
the right, a 1500 ampere, 
12 volt rectifier, provides 
power for copper, nickel 
and cadmium plating. 
Fresh air is drawn into 
the plant and directed in- 
to the rectifiers through 
the ducts shown in the 
illustration. This feature 
accomplishes the double 
purpose of cooling the 
rectifier stacks and pre- 
venting any possibility of 
corrosion due to steam or 
acid fumes from the plat- 
ing room. 


April, 1954 





parts to be copper plated and also 
as an additional cleaner for brass. 
9. Cyanide copper plate in 2-bar- 
rel capacity steel tank. The standard 
cyanide copper plating solution is 
held at 125 deg. F. A copper plate 
0.0001 inch thick can be deposited 
in 10 minutes. The steel rods, on 
which the copper anodes are hung, 
are submerged below the solution 
surface to provide good contact be- 
tween rod and anode hooks and to 
eliminate rod cleaning. Steel anode 
rod supports connect the rods with 
the copper bus bars. Cathode con- 
tacts similar to those shown in Fig. 
4 are employed. 
Nickel Plating 
Copper plated parts or brass parts, 
cleaned and cyanide dipped (step 
8, above) , are given a thorough cold 
water rinse and 5 per cent (by vol- 
ume) sulfuric acid dip prior to 
nickel plating. 
Nickel plating is 
carried out in a single 
barrel capacity steel, 
Koroseal lined tank. 
The solution con- 
tains: 
Nickel sulfate 
32 oz./gal. 
Magnesium 
sulfate 
40 oz./gal. 


Fig. 8 — This illustration 
shows a barrel load of 
plated parts being pro- 
cessed through the final 
warm water rinse prepa- 
ratory to unloading. Plat- 
ed work can be seen 
clearly through the plastic 
plating barrel panels. 
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Magnesium chloride 10 cz./gal. 
Boric acid 4 oz./gal. 
Tru-Brite Nickel 

Brightener 50 cc./load 

The solution is heated with a lead 
steam coil and a temperature of 110 
deg. F. is maintained with a Part- 
low controller. Plating is carried out 
for the time required to obtain the 
desired thickness of plate. 

Nickel plated parts are given a 
cold water rinse followed by a hot 
water rinse, unloaded into wire mesh 
or perforated steel baskets and dried 
in Nobles centrifugal dryers. 

Zinc Plating 

Parts to be zinc plated are pro- 
cessed through a preparation cycle 
similar to that described for copper 
and nickel plating. The cycle for 
zinc plating is as follows: 

1. Soak clean 10 minutes. 

2. Anodic clean 10 minutes at 
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500 amperes. (Die castings are 
cleaned in 5 oz./gal. Pennsalt 
Z-54 for 3 to 5 minutes at 160 


deg. F.) 
. Cold water rinse. 


. Acid dip in 20 per cent muria- 


tic acid. 


. Acid dip in 50 per cent muria- 
tic acid, if the parts being pro- 
cessed require this treatment. 


Fig. 9—After plated parts 
are rinsed, the barrel is 
lowered into the steel, 
rubber lined unloading 
frame shown in this illus- 
tration. Barrel covers are 
removed and the barrel 
is rotated to empty the 
plated parts into the wire 
mesh baskets located be- 
low the unloading frame. 
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. Cold water rinse. 

. Dip in a solution of 6 oz./gal. 
sodium cyanide. 

. Zinc plate in the 4-barrel steel 
plating tank shown in Fig. 5 
for 40 minutes. 

The plating solution contains: 

Zinc cyanide 8 oz./gal. 

Caustic soda 10 oz./gal. 

Sodium cyanide 5.3 oz./gal. 


Fig. 1O—A basket of plated parts is 
shown being lowered into one of the 
Nobles centrifugal dryers. After the 
cover of the dryer is closed, the basket 
of parts is swirled rapidly so that the 
products shed most of the residual 
water. Aiding in the process is a blast 
of air, heated by electrical heating 
coils located in the cover of the dryer, 
and drawn through the basket of parts 
by a fan located in the base of the 
dryer. 


(Photos by PRODUCTS FINISHING) 
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QUALITY THAT SPEAKS FOR ITSELF 





This Label is used for the finest clear lacquer yet pro- 
duced for — Plated Goods — Silver Nitrate Films — 
Holloware — Cellulose Acetate Butyrate Plastic — 
Vaporized Metal Coatings — and many others. 


2105 SILVER LACQUER 


A BUFFING LACQUER @ 





This lacquer is exceptionally well adapted for silver. It can be used 
with good results on other metals. lacquered with Nikolas 2105 
Silver Lacquer can be successfully engraved. 

* « DIRECTIONS «+ « 


Reduce 2 parts lacquer with one part 2105 thinner. Spray with 60 
pounds air pressure. Baking at 175 degree Fahrenheit is beneficial. 











MANUFACTURED BY 


G. J. NIKOLAS & COMPANY., INc. 


33-35 GRAND STREET, BROOKLYN, NEW YORK 
2800 WASHINGTON BOULEVARD, BELLWOOD, ILLINOIS 


MANUFACTURERS or FINEST LACQUERS SINCE 189s 


@ Fast Drying ® Non-Discoloring 
© Water White @ Excellent Adhesion 
® Crystal Clear @ Mar-Resistant Hardness 


For Full Information, write — 


G. J. NIKOLAS & CO., Inc. 


Manufacturers of Finest Lacquers Since 1895 


2880 WASHINGTON BLVD. 33 GRAND ST. 
BELLWOOD, ILLINOIS BROOKLYN, N. Y. 
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A solution temperature of 85-90 
deg. F. is maintained by four steel 
Platecoils through which cool water 
is circulated. The Partlow tempera- 
ture controller shown at right in Fig. 
6 keeps the temperature at the de- 
sired point by opening or closing the 
cooling water valve as required. 

Power for the zinc plating tank is 
furnished by a 12 volt, 2000 ampere 
Richardson-Allen rectifier, shown in 
the right background of Fig. 5 and 
at the left in Fig. 7. 

The steel bars on which the anode 
baskets are hung in the zinc plating 
tank are welded to the tank sides 
below the solution level. The bus 
bars from the rectifier are connect- 
ed directly to the anode support 
bars outside the plating tank. Thus 
the entire tank acts as an anode. 
This arrangement controls anode 





YOUR FINISHING DEPT. WITH 
_ DETROIT TAC RAGS 





; ELIMINATE COSTLY REJECTS IN 














DETROIT “TAC” RAGS are an absolute necessity for 

cleaning any metal, wood or plastic surface before 

painting. oad all dust, lint and et particles. 
ler today through your sup 


STANDARD. OF THE FINISHING INDUSTRY. ‘SINCE 1934 


DETRO MFG. & SALES CO., INC., CULVER CITY, CALIFORNIA 
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corrosion and prevents excessive 
metal buildup in the solution. As 
can be noted in Fig. 5, the cathode 
connections are insulated from the 
plating tanks. 

9. Cold water rinse. 

10. Zinc plated parts are given 
either a chromate bright dip 
(bleached to a bright color in 
a 2 oz./gal. solution of caustic 
soda) or, if specifications so 
indicate, a yellow chromate 
coating, and dried in that 
condition. 

. Final hot water rinse held at 
125 deg. F. by a Partlow con- 
troller (See Fig. 8). 

. Unload barrel into steel mesh 
baskets (Fig. 9). 

. Dry in Nobles centrifugal 
dryers. (Fig. 10). 


Cadmium Plating 
The metal preparation for cad- 
mium plating is similar to that used 
for parts to be zinc plated. The cad- 
mium tank is a 2-barrel steel unit 
equipped with cooling coils and a 
temperature control similar to that 
installed on the zinc tank. In both 
zinc and cadmium tanks are steam 
coils, with manual controls, to raise 
solution temperatures to the operat- 
ing level when conditions require. 
The cadmium solution is operated 
between 85-90 deg. F. and its com- 
position is held to the following ana- 
lysis: 
Cadmium metal 
Total sodium 
cyanide 18.0 oz./gal. 
Caustic soda 3.0 oz./gal. 
Unlike the practice of grounding 
the anode bar to the zinc tank, in 
the case of the cadmium tank it was 
found necessary to connect the an- 


2.5 oz./gal. 
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NO JOB WO ee ee 


Alvey-Ferguson has, for many 
years, provided Washing Ma- 
chines to fit the varying needs 
of all types of metal working 
and other plants. These years of 
experience back the engineering 
of each specialized washer built 
to meet your plant's special 
requirements. 


None Too Small — For wash- 
ing metal products of various 
shapes and small metal parts 
this “Standard” Model A-F 
Washing Machine has been 
designed. It washes thoroughly, 
economically and efficiently. 


The A-F Washer shown at right is 
being used by a large manufacturer 
to wash gummy lubricants from 
stampings, which must be thorough- 
ly cleaned before assembly. Write 
for folder — today! 


None Too Large — Twenty- 
seven tons of water are 
required to fill this huge 
A-F Cleaning and Drying 
a | Machine to operating level. 
al OY | Xe ra SS Incorporated in this 14-foot 
* an od giant are many special design 
Bi? L features. A-F Engineers are 
specialists in all types of 
“custom-built” equipment. 

Write for folder — today! 


THE ALVEY-FERGUSON COMPANY 
626 Disney Street Established 1901 Cincinnati 9, Ohio 
Offices or Representatives in Principal Cities—Coast to Coast 


— "CONVEYING EQUIPMENT 
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ode rod directly to the bus bar in 
the usual fashion. Otherwise, the 
rate of solution of the cadmium an- 
odes would be insufficient to main- 
tain the required metal content of 
the solution. 

Power for cadmium plating is pro- 
vided by the 1500 ampere, 12 volt, 
Richardson-Allen rectifier shown at 
right in Fig. 5. This rectifier also 
provides power for copper and nickel 
plating. 

Chromate surface conversion coat- 
ings, bright or in color, are employ- 
ed for cadmium plated parts when 
specified. Rinsing and drying opera- 
tions are the same as for the zinc 
plating cycle. 





FILM LIST. The Princeton Film Cen- 
ter, Inc., has compiled a new list of free 


loan 16 mm. sound films. Many in full 
color—these motion pictures are infor- 
mative and entertaining and well suited 
for clubs, colleges, industrial and adult 
audiences. A wide range of subject mat- 
ter offers timely and thoroughly interest- 
ing program material. 

All requests from users should be sent 
directly to The Princeton Film Center, 
Inc., Princeton, New Jersey. 





BRADY SPECIAL MARKER BULLE- 
TIN No. 132. A colorful bulletin contain- 
ing practical solutions to many special 
industrial marking problems has been 
published by W. H. Brady Co., Dept. 302, 
776 W. Glendale Ave., Milwaukee 12, Wis- 
consin, manufacturer of self-sticking in- 
dustrial products. 

Actual-size illustrations of pressure- 
sensitive markers and labels, tailor-made 
by Brady for special applications, are 
shown in three colors. Included are trade 
marks, instruction, inspection, part num- 
bers, Underwriters’ and serially number- 
ed labels. 

A Brady Dispenser Card containing a 
variety of special labels made to custom- 
ers’ specifications is sent free of charge 
with each copy of the bulletin. 


YOU’LL SAVE COSTLY HOURS OF LABOR 


with RAMCO I1-BOLT ACTION poor 
ON RAMCO VAPOR DEGREASERS 


MANUALLY OPERATED, CONVEYORIZED POWER WASHERS 


A Twist! 
A TURN! | 


eoubn 
© 


2 : 
9 OF @RoOsce 


SEND FOR FREE 
LITERATURE 


36 PRODUCTS FINISHING 


m RANDALL MFG. CO., INC. 803 Edgewater Rd., New-York 59, N. Y. 


NO BOLTS TO FREEZE 
OR CORRODE 


o 


i ++ IT’S OPEN IN JUST 5 SECONDS! 


Note cross section above showing how Ramco 
1-Bolt design makes possible 100% drain- 
age; traps all sludge in easy-to-clean pocket. 
Cuts down gasket replacement. No need 
to remove steam coil and door; no 

need to disconnect steam lines. 


est | 4—Typical, 22-bolt door 
requires 3 to 4 hrs. for 
all cleanout opera- 
tions. Get complete 
data. 


fs f) 


“RAMCO 
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A GENERATOR STATOR is lowered into degreaser. Grime on intricate 
armature wiring is quickly dissolved by “Triclene” D vapors. 


Vapor Degreasing with TRICLEN E' D 


(Trichlorethylene) 


cuts cleaning time from hours to minutes 


AFTER 5 TO 10 MINUTES the generator stator is removed from the 
degreaser thoroughly clean and completely dry. 





Many industries are saving valuable man-hours 
in metal cleaning by vapor degreasing with 
Du Pont “Triclene” D. In the railroad indus- 
try, for example, ‘‘Triclene’’ D completely dis- 
solves dirt and grease from traction motor and 
generator parts in 5 to 10 minutes. The same 
job used to take 4 hours with two men working 
together! 

Another tough job was cleaning the wheels 
on diesel locomotives—requiring 8 man-hours 
by conventional methods. Vapor degreasing 
with “Triclene” D does it more thoroughly in 
just 10 minutes! And so the list of examples 
could be continued in many industries, where 
the vapor degreasing process teamed up with 


DISTRICT OFFICES: Boston + Charlotte * Chicago * Cincinnati 
Cleveland « Detroit + El Monte (Calif.) * New York © Philadelphia 


**Triclene” D saves time and labor. 

“Triclene’’ D isspecifically designed for vapor 
degreasing and is the result of over 20 years of 
research by Du Pont—pioneer manufacturer 
of chlorinated hydrocarbon solvents. You’ll find 
proof of this experience and know-how when 
you see “Triclene’’ D at work. It’s a pure and 
stable solvent —at its best on industry’s tough- 
est cleaning jobs. And experience does the talk- 
ing when you call in a Du Pont technician . . . 
his grasp of metal cleaning problems is unique 
in the field. 

Get the full story of vapor degreasing with 
“Triclene’”’ D by mailing the coupon below, or 
calling our nearest district office. 


SEND THIS COUPON FOR FREE BOOKLETS 








Ne 


~ 
“TRICLENE”’ D 


(Trichlorethylene) 
the Rugged Degreasing Solvent 


M6. u. 5. par ort 


BETTER THINGS FOR BETTER LIVING . . . THROUGH CHEMISTRY 
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E. I. du Pont de Nemours & Co. (Inc.), PF-44 
Electrochemicals Department, Wilmington 98, Delaware 
Please send me the literature checked below: 
) “How trichlorethylene is used in metal cleaning.” 
(_} “Triclene” D—an improved vapor degreasing solvent. 
{_] “Metal degreasing —standard practices.” 
] Du Pont publication, “MODERN METAL FINISH- 
ING.” (Please add my name to the mailing list.) 
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First name 


Dr. Pierre Ismail Chandeysson 
founder of the company “Any successful business is the 
1875-1953 
lengthened shadow 
of ONE MAN” 


—ANON, 


Even after 50 years, early model 

Chandeysson Motor Generators are still in 

daily service. In fact, Chandeysson units 

of all types are everywhere setting the 

most remarkable records of economy and 

longevity . . . remarkable, that is, until you look 

behind them . . . at the creed of the craftsmen 

who created them. For the measure of any product 

is the measure of its maker. Pierre Ismail Chandeysson 
required of himself and of his organization the utmost 
devotion to the most exacting standards of engineering and 
manufacturing. It is a tribute to him, therefore, and to those 
who follow in his footsteps, that today, as 50 years ago, 
Chandeysson is still “first name in motor generators.” 


CHANDEYSSON ELECTRIC COMPANY 
4082 Bingham Avenue « St. Louis 16, Missouri 
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Tests On Pretreatment 
Primers 


HE media referred to here as 

“pretreatment primers” are 

first-coating materials intend- 

ed for metal work. The resin 
base and film-forming material is 
polyvinyl butyral. The pigment is a 
particular form of yellow zinc chro- 
mate, zinc tetrahydroxy chromate. 
The solvent carrier is a blended mix- 
ture of solvents, mainly alcohols, 
containing a specific quantity of 
water and phosphoric acid. The ac- 
tual role of the various ingredients 
in this priming mixture is perhaps 
obscure, but the primary function 
of the major constituents can be re- 
garded in a simple fashion. In the 
applied coating, the first duty of the 
phosphoric acid is to promote gela- 
tion of the resin as a film, and a sec- 
ondary action, in conjunction with 
the water, is to etch the base metal 
and improve adhesion to it. The 
zinc chromate exerts the marked 
corrosion inhibitive characteristics 
of this class of pigment, especially 
in relation to iron and steel, and to 
aluminum, magnesium and zinc, and 
their alloys. 

The zinc chromate pigmented, 
polyvinyl butyral pretreatment pri- 
mer must be applied as a single thin 
coat, preferably of the order of 0.5 
mil, and not exceeding 1.0 mil. It is 
not a primer in the ordinary sense 
of building up a primary thickness 
of paint that can be flatted if desir- 
ed, and for this reason has been 
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variously designated pretreatment, 
etch or wash primer. The material 
can be applied by conventional 
methods. Spray is usual, brush ap- 
plication is quite practicable, and 
flow or roller coating procedure is 
quite satisfactory. 

The applied film dries rapidly to 
an adherent coating. It is surface 
dry in 10 to 20 minutes, but a cou- 
ple of hours should be permitted be- 
fore applying the filler and finishing 
coats. Generally, an overnight per- 
iod of air drying is preferred. 

The pretreatment primer may al- 
so be baked for 10 to 15 minutes at 
250 deg. F. Temperatures up to 350 
deg. F. are permissible, and several 
hours at temperature causes no de- 
gradation in properties, so that the 
baking of successive coats can safe- 
ly be withstood. Any of the types of 
finishes can be used over the pre- 
treatment primer without fear of in- 
compatibility. Cellulose or poly- 
vinyl, air drying or baking synthe- 
tic, or the ordinary oil base media 
may be used. 

When applied to a wide variety 
of cleaned metal surfaces, the pre- 
treatment primers exhibit excellent 
adhesion under severe service condi- 
tions. Consequently, these special 
primers provide for a very useful 
purpose as almost “universal’’ first 
coating materials. They are emin- 
ently suited to steel, aluminum, zinc 
and cadmium metals with which 
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For every job in every industry... 


U.S. INDUSTRIAL GLOVES 


PROVEN BEST BY 
WEAR TEST 


STYLE , STYLE 
NO. 1375 , , NO. 1405 


; U. S. DURA-GRIP 
U. S. ROYAL NEOPRENE 
COATED CANVAS WITH NYLON FINISH PLASTIC COATED CANVAS 


Combines safety, comfort and economy with pg gt Mg of 
Neoprene, which withstands oils, acids and cor- resistance. Curved finger construc- 
rosive chemical solutions. Resists heat, sunlight tion flannel lined. For handling 
and abrasion. Resists cutting. Curved finger con- cement blocks lumber metal bars 
struction and flannel lining. Also available in : é 


. Yellow. ize. 
other styles and constructions. Color—Black. One poeta Bape Py ag ere 
size only. \e 


STYLE 
NO. 129 


U. S. GRIP-SURE y ; : j 
Pure natural rubber latex. For can- STYLE NO. 102 STYLE NO. 1398 
ning and other light industrial . LIGHT WEIGHT HEAVY WEIGHT 
uses. Highly resistant to most fruit | ° 
and vegetable —_ Speciaity & U. S. INDUSTRIAL NEOPRENE UNLINED GLOVES 
po ol a eaeilties. bises 7 vad Specially compounded Neoprene withstands oils, 
10 including half sizes. . acids—other corrosive chemical solutions. Curved 
fingers. Extra roughened surface for positive grip. 
Scientifically developed to give full safety, comfort 
and economy. Available in other styles. 


RUBBER 


UNITED STATES RUBBER COMPANY «- Providence 1, Rhode Island 
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It’s New on 


Lethe! "Model 





One 


Portable Lucite 
Plating Barrel 


THE STUTZ PORTABLE PLATING BARREL is 
designed and constructed of High Tempera- 
ture Lucite to provide continuous processing 
of piece parts through the operations of 
Alkali Cleaning, Water Rinsing, Acid Treat- 
ment and Plating. Progression through these 
operations is made by manual handling or 
if necessary with the assist of an overhead 
traveling hoist. The STUTZ PORTABLE PLAT- 
ING BARREL is made in two sizes with cyl- 
inders having inside dimensions of 6” x 12” 
and 8” x 18”. Also in half the diameter, 
3” and 4" respectively. Cylinder can be 
partitioned. Standard perforations are 
3/32” or larger. Smaller openings can be 
furnished as required. All gears are 1" 
High Temperature Lucite. Gear bearings are 
permanently lubricated. New heavy duty 
motor. Operating temperature up to 185° F. 


Write for Our New Illustrated @ 
Literature Showing This and Other 6 
Design Arrangements. 


Manufactured by 


GEO. A. STUTZ Mfg. Co. 


1647 Carroll Avenue, Chicago 12, Ill. 
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they can react to form a metallic 
phosphate bond and have been prov- 
ed admirable for brass and copper, 
tin, chromium, stainless steel and 
even silver and gold. 

The very nature of the two solu- 
tions which form the pretreatment 
primer makes it necessary that some 
elementary precautions should be 
taken during their preparation for 
use. The reducer or thinners should 
be kept in glass or stoneware con- 
tainers, otherwise reaction between 
the acid constituent and metal can 
occur to the detriment of the mate- 
rial. In mixing, the reducer should 
be added to the resin medium with 
continuous stirring. The proportions 
should be exactly measured out, and 
thorough mixing must be ensured. 
A period of about 15 minutes after 
mixing should be allowed before 
use. In general the mixed medium 
must be all used within 8 hours. If 
kept longer, the butyral resin starts 
gelling without any apparent visual 
signs in the mixture but, if used in 
such a condition, adhesion (as 
shown by scratch and bend tests) 
will be very poor indeed. 

In view of the instability of the 
mixed pretreatment primer solution, 
it may at first sight be thought that 
a ready-mixed preparation is not 
practicable. Such is not the case, 
however, and more recently single 
solution etch primers having the 
same type of formulation as the two- 
solution variety, have been success- 
fully developed. In effect, they have 
to include an ingredient to prohibit 
the gelation of the polyvinyl butyral 
resin in the can during storage, and 
yet in no way interfere with the re- 
actions that have to take place in 
the applied film. For example, an 
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At Lockheed Aircraft: 
PAINT DRYING, HANDLING TIME 


REDUCED BY OVER 7QQG/ 





Now-—painted parts for B-47 Stratojets matic Jensen conveyor were installed, 
are completely processed in less than 6 to 8 hours were required. Lockheed 
one hour at the Georgia Div. of engineers say the overhead arrange- 
Lockheed Aircraft Corp. Before the ment, unprecedented in the aircraft 
Jensen Pan-L-Heat Oven and auto- industry, saves valuable floor space. 
Your Jensen representative has facts on 
how Pan-L-Heat can help you. Would 
you like to hear about them? 





YOUR PLANT CAN HAVE 


© Increoted poy. load ensen 


realization. 


@ More effective use of REPRESENTATIVES 


electric heat. IN PRINCIPAL 
@ Uniform high quality CITIES 
production. 


@ Superior results with er: WYOR- 9331 Freeland Ave. 


shorter heating cycles ¥ 
—at lower energy con- Detroit 28, Mich. 


sumption. 
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inhibitive solvent may be employed, 
such solvent disappearing rapidly 
during spraying or flashing off of 
the film. 

Two ready-mixed pretreatment 
primers have been tested and found 
to give performance equal to that of 
the separate solution types. More- 
over, they have been tested for stor- 
age stability by sealing in tinned 
iron containers and holding at 100 
deg. F. to represent extreme storage 
conditions. Opened at monthly in- 
tervals up to a period of 6 months 
they were tested by spraying on to 
a series of metal panels (steel, brass, 
zinc plate and cadmium plate, and 
aluminum), and tested for adhesion 
before and after accelerated corro- 
sion tests. The warm storage condi- 
tions were found to produce no de- 
gradation in quality. 


ALMCO 


BARREL 


upersheen 
SPEED FINISHING 
eaeranes FINISHING 


COMPOUNDS 


40 DIFFERENT COMPOUNDS— 
making it possible to choose a 
compound that can give superior 
results on a given job. 


FREE CATALOG... 52 pages of latest 
finishing facts, figures—photos. 


CD Suzersheen 


AMERICA’S LARGEST MANUFACTURER OF ADVANCED BARREL 
FINISHING EQUIPMENT — MATERIALS AND COMPOUNDS 


ALBERT LEA, MINNESOTA 
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In the formulation of a successful 
butyral resin primer, a number of 
factors have to be given due care 
and consideration. The right grade 
of resin and the correct amount of 
water and phosphoric acid must be 
present for the base metal to which 
the primer is to be applied. For uni- 
versal use on a range of metals, the 
optimum composition has to be de- 
veloped for the purpose. Conse- 
quently, it is desirable that price per 
gallon should not be the only factor 
given consideration in purchasing a 
pretreatment primer, but selection 
should be made on a performance 
basis,- judged from laboratory tests 
under humidity, salt spray and 
weather conditions. 

A number of etch primers were 
tested. In this study, they were com- 
pared not only with one another, 
but also with good grades of baking 
red oxide and zinc chromate pri- 
mers. The base material was deep 
drawing mild steel in the form of 
stampings. The parts were thorough- 
ly cleaned by degreasing prior to 
painting. 

The oxide and chromate primers 
were baked for 30 minutes at 250 
deg. F., and the etch primers for 15 
minutes at 250 deg. F. The finishing 
enamel employed was an ordinary 
good quality synthetic, also baking 
for 30 minutes at 250 deg. F., and 
light grey in color. Some test speci- 
mens were given one coat of primer 
and one of finishing enamel. Those 
having the conventional primers 
were duplicated on shot-blasted sur- 
faces, using No. 32 crushed steel 
shot. The series was also repeated 
with two coats of finishing material. 
Finally the etch primer followed by 
chromate primer system was repre- 
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Udylite Research Corporation Laboratory-WO W OP. EN i 


A brand new ‘house’ where progress lives 


very time Industry turns the doorknob of a 
new research plant, it opens the door to 
Progress. The formation of The Udylite Re- 
search Corporation and the opening of the 
largest, most completely equipped research building in the 
industry are important steps forward in the progress of 


metal finishing. 


Out of Udylite’s laboratories during the past quarter 
century have come a score or more major contributions 
to the art of electroplating. This pioneering has helped 


the plating industry to grow through the development of 


improved processes, more efficient equipment and supplies. 


With its new research building, containing a complete 
pilot plant, six specialized laboratories and the complete 
metal finishing library, Udylite will expand its research at 
an accelerated pace, continuing as the source of new and 


better ways of metal finishing. 


The industrial developments of the future are fast becom- 
ing problems of the present. The progress of the metal 
finishing industry in meeting these challenges is now 
more assured. For Progress moves through the people of 


research . . . and now Progress has a brand new “home.” 





PIONEER OF A BETTER WAY IN PLATING 
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CHANGE TO \ NESTIER / 


AND PUT ALL YOUR PARTS 
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IN ONE BASKET 


Forget rehandling costs — 
replace your present con- 
tainers with NesTier ex- 
panded metal baskets — and 
watch your production flow 
become smoother, faster, 
and far more economical. 
NesTier baskets are specifi- 
cally designed for all opera- 
tions involving dipping and 
degreasing small parts— 
and serve as “tote-boxes”’ 
as well. Parts move immedi- 
ately, in same container, 
from one operation to the 
next, on any type conveyor, 
pallet, or by hand. 


We GUARANTEE that re- 
placement with NesTier 
baskets—regardless of 
how you transport small 
parts—will bring you a 
substantial saving in pro- 
duction costs, a saving 
you can’t afford to miss. 
Two standard sizes in 
various sizes of mesh and 
perforated metal. 


WRITE NOW 
FOR DETAILS 


THE CHAS. WM. DOEPKE MFG. CO., INC. 


ROSSMOYNE, OHIO 
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sented in several samples. 

The “as finished” quality of all 
specimens was assessed by scratch 
and bend tests for adhesion, these 
being applied after the finishes had 
matured at room temperature for a 
week. The scratches were applied 
with a hardened steel rod, tapered 
to a frustum of a cone, the conical 
angle being 15 degrees and the di- 
ameter of frustum 1/16 inch. The 
scratch tool was applied firmly and 
vertically with sufficient pressure to 
cut through the organic finish and 
down to the base metal. Two 
scratches were made crossing one 
another at an acute angle, and the 
adhesion of the finish in the includ- 
ed angle checked with the thumb 
nail. 

The bend test used a 3/16 inch di- 
ameter rod, the specimen being bent 
rapidly through an angle of 180 
deg., with the finished side out- 
wards. Specimens were cut from the 
formed parts for this test. 

All etch primer samples were sat- 
isfactory on scratch test, the oxide 
and chromate primers being less so. 
All samples passed the bend test 
successfully. 

All specimens were subjected to 
tropical condition testing, consisting 
of alternations of dry and wet heat. 

| One day’s dry conditions consisted 
of exposure for 16 hours to oven heat 
at 160 deg. F., followed by cooling 
in the oven to room temperature. 
| One day’s wet conditions consisted 
of submission to 100 per cent hu- 
| midity at 160 deg. F. for 16 hours, 
followed by cooling off in the test 
| chamber with moisture conderisa- 
| tion on the specimens. 
Table I shows method of sample 
| preparation, lists results of initial 
| adhesion tests, and describes final 
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: EVER BLOW INTO 
AN ASH TRAY? | i! 


(Le; FE ee eee eee Ee Ee Ee 8 eS Oe eS PEE 


If you did, you saw a practical 
demonstration of the principle of 
air deflection. In old type dryers, 
air blown in from the top is de- 
f ga flected by the top layer of parts. 
' iitgssaesstt eet, As one user put it, “the top layer gets 
ae scorched, the next layer is nice and dry, 
and from there on down the parts are still 
wet’’. 

A powerful suction fan draws the air 
from the bottom of the modern Nobles 
Dryer. Fresh air rushes in from the top 



































to fill the vacuum and is drawn 
through the entire contents from top 
to bottom where it is expelled with 
the water. 


Steam or electric heaters may be 
mounted compactly in the cover in 
contrast with space consuming, heat 
wasting, separate units connected by 
pipe. 

An internal expanding, hydraulic 
brake stops the machine smoothly, 
and quickly. The ‘‘brake pedal” is 
a ring extending around the 
entire working area so that 
the machine can be stopped 
instantly from any working 
position. In the interest of 
faster drying and lower costs 
write today! 


NOBLES ENGINEERING & MANUFACTURING co. 


WRITE FOR 


FREE Folder 
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TAKES 
LESS 
SPACE 


TYPICAL OF OVER 7,000 
INSTALLATIONS — Pictured 
here is Fostoria oven at 
International Harvester Co., 
Richmond, Ind. Baking 
cycle for maroon color fin- 
ish on cream separator parts 
is 11 minutes. Connected 
load 30 K. W. Oven is only 
11 ft. long replacing old 
convection Oven that occu- 
pied 480 sq. ft. with 1 hour 
baking cycle. 


WITH MODERN 
FOSTORIA OVENS 


ALL THESE ADVANTAGES 


Faster Cycles 
Fastest heat transfer. Greatest 
output to input. Instant action. 


Less Space : 
Most production for oven size. 
May be ceiling mounted. 


Clean Operation ‘ 
No by-products of combustion. 
No condensation. 


Uniform Bake y ; 
Evenray heat distribution with 
thorough penetration. 


Flexibility 

Adaptable to any material, any 
shape, any color. Infinitely vari- 
able heat levels. 


Safety Controlled 
No warm-up, no shut-off lag. 
Instant heat control. 


Less Maintenance 
Lowest source replacement cost. 
Least efficiency loss. 


Highest Efficiency 
Less than 2% energy loss. Heats 
product — not oven walls. 


Cuts Costs : 
Lowest ‘“‘per piece’’ production 
cost. Competitive initial cost. 
Reliability 

Foremost engineering ‘‘know- 
how’’ and service. 


GREATEST PRODUCTION 
FOR OVEN SIZE ¢ SHORTER 
BAKING CYCLES * SAVES COSTS 


Why handicap your production efficiency with obso- 
lete equipment? Investment in modern, cost-cutting 
mechanization is today’s necessity for industrial 
progress and profit. A typical example is the mod- 
ernization of baking operations. Already over 7,000 
plants have switched to the high efficiency Fostoria 
oven. Anything that can be baked, can be baked 
better, in less space, at lower cost with a Fostoria 
Engineered oven installation. Low energy loss; fast, 
uniform heat transfer; automatic controls and wide 
flexibility make Fostoria the most efficient of all 
industrial ovens. The extensive benefits of these 
advantages to your production are well worth your 
immediate investigation. Request the expert on-the- 
job assistance available to you by Fostoria field engi- 
neers. There is no obligation. 


THE FOSTORIA PRESSED STEEL CORP., FOSTORIA, O., Dept. Pp 


Send for 
complete facts 


Write for this 
brochure of tech- 
nical facts and 
case histories of 
many Fostoria 
oven installations. 
Tell us your par- 
ticular problem 
and we will in- 
clude data directly 
applicable to your 
Operation. 





— ON 


LACQUER-TYPE 
PRIMER 
SURFACER 


High solids 

off the spray. 
Outstanding fill. 
Quick, easy sand- 
ing—within half- 
hour of application. 
Can also be had in 
colors to order. 
Send for samples. 








84 LISTER AVENUE, NEWARK 5, N. J. 


DURALAC CHEMICAL CORPORATION | ' 
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| conditions of samples after four al- 
ternations totaling 4 dry days and 
| 14 wet days. 
| The changes in finish color and 
| gloss are to some extent a baking 
_ reflection upon the quality of the 
| finishing enamel and the efficiency 
| of the baking operation, and under 
the test conditions are caused by the 
' condensation and accumulation of 
| water upon the film. Also, the tend- 
ency for the primer to hold moisture 
| or to permit soluble matter to be 
| leached out may assist in deteriora- 
tion of the top film. 

The first three samples shown in 
Table I indicate the need for a 
chemical pretreatment or its equiva- 
lent, but in comparing them, the 
superiority of the chromate type of 
primer is apparent. That illustrated 
| by sample No. 3 is the better of the 
| two chromate primers. 
| Samples Nos. 4 to 9 inclusive il- 
| lustrate the merits of the pretreat- 
| ment primers in providing for reten- 
| tion of adhesion and in fulfilling the 
| roles of chemical pretreatment and 
| first coating medium. 
| Samples Nos. 1A, 2A and 3A, 
| show that some improvement results 

from mechanical roughening of the 

base metal by shot blasting, but they 
| indicate that the benefit obtained is 

inadequate and not proportionate to 
| the effort expended in plant, labor 
_ and cost for this additional prepara- 
| tory operation. 

With regard to the specimens hav- 
_ing two coats of finishing enamel, 
| Nos. 1B, 2B and 3B, show that the 
| adhesion property is naturally not 
| improved. The etch-primer samples 
| Nos. 4 to 9, having the two enamel 





| coats range from fair to very good, 
one only of them standing out at the 
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Specify Iridite . . . to meet mili- 
tary specs for corrosion protec- 
tion during use or storage ... 
for paint adherence .. . for low 
cost color coding .. . or to add 
quality and sparkle to your 
products. Here’s how you can 
use Iridite: 

ON ZINC AND CADMIUM you can get 
highly corrosion resistant finishes 
to meet any military or civilian 
specifications and ranging in ap- 
pearance from olive drab through 
sparkling bright and dyed colors. 


ON COPPER .. . Iridite brightens 
copper, keeps it tarnish-free; also 
lets you drastically cut the cost of 
copper-chrome plating by reducing 
the need for buffing. 


ON ALUMINUM Iridite gives you a 


IRIDITE 


choice of natural aluminum, a 
golden yellow or dye colored fin- 
ishes. No special racks. No high 
temperatures. No long immersion. 
Process in bulk. 


ON MAGNESIUM Iridite provides a 
highly protective film in deepen- 
ing shades of brown. No boiling, 
elaborate cleaning or long immer- 
sions. 


AND IRIDITE IS EASY TO APPLY. Goes 
on at room temperature by dip, 
brush or spray. No electrolysis. 
No special equipment. No ex- 


hausts. No specially trained 
operators. Single dip for basic 
coatings. Double dip for dye 
colors. The protective Iridite 
coating is not a superimposed 
film, cannot flake, chip or peel. 


WANT TO KNOW MORE? We'll gladly treat samples or send you complete 
data. Write direct or call in your Iridite Field Engineer. He's listed under 
“Plating Supplies” in your classified telephone book. 


lridite is approved 
under government 
specifications 


(Wey ye 


INCORPORATED 


4004.06 E. MONUMENT STREET ¢ BALTIMORE 5. MD 
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bottom of this scale. 

The C and D ranges of samples 
were included because the pretreat- 
ment primer is usually regarded 
more in the pretreatment light than 
from the primer angle. It will be 
seen that both series 4C to 9C and 
4D to 9D perform well. 

Summarizing briefly, the perfor- 
mance of etch primers under hot 
damp conditions is thus established 
as very good. Further, the chromate 
primers in conjunction with etch 
primers give very good performance 
just as they do over chemically 
phosphatized surfaces. 


FURNACE AND OVEN CONTROLS. 
The latest edition of FURNACE AND 
OVEN CONTROLS CONDENSED CAT- 


ALOG AND PRICE LIST 53-1, available 
from Minneapolis-Honeywell Regulator 
Company, Industrial Division, Wayne 
and Windrim Avenues, Philadelphia 44, 
Pa., includes specifications and prices on 
temperature controllers, program con- 
trollers, combustion safeguard equip- 
ment, valves and accessories for furnace 
and baking ovens. 


TURCOAT MATERIALS. PAMPHLET 
A-108, describing the complete line of 
Turcoating materials, is available from 
Turco Products, Inc., 6135 South Central 
Ave., Los Angeles 1, Calif. The pamphlet 
contains full information on the six Tur- 
coating materials, designed to fill every 
phosphatizing requirement and to meet 
applicable Government specifications. 

The pamphlet includes a Phosphatiz- 
ing Reference Chart which outlines the 
purpose of phosphate coatings, Govern- 
ment specifications met by Turcoating 
materials, recommended uses, methods 
of application, equipment required, met- 
als which can be treated, coating weights 
in mg/sq. ft. and operation cycle. 


For Dust Free Finishes! 


_ BOND 


TACK CLOTH 


STAYS SOFT AND TACKY — 
A SPECK-FREE FINISH EVERY TIME 


Now Available in Rolls or Cut Bulk—White or Gold 
In Three Different Types ef Cloth 


Get your Tack Cloth packed just the way it's easiest for 


ou to use 


... either in 150 yard rolls of 36’° wide cloth or in handy cartons 
..- 100 or more Tack Cloths to the carton. 


IN ROLLS 


Cut off any size piece used up! 


No matter which way 
square inch will stay SOFT an 


it, you can be sure that every 
TACKY until the very last bit is 


ou bu 


The Cut Bulk size is 18’’ x 36’’ .. . folded to 4%2"’ x 18’’ for ease of 
handling. ALL BOND TACK CLOTH is Spontaneous Combustion 
Proof, Lint-Free and Wax-Free. Gives a sparkling speck-free Finish 
every time. Clean and sanitary. No waste. 


TRY THEM and COMPARE RESULTS. Samples Gladly Sent Upon Request. 


BOND CHEMICAL PRODUCTS CO. 


e@ Tocky Wiper Specialists’’ 
2639 N. CLYBOURN AVE. CHICAGO 14, ILLINOIS 


ALSO INDIVIDUALLY PACKED IN GLASSINE ENVELOPES 
—144 to the Carton 


A WARRANTY OF SATISFACTION IN EVERY CARTON 


to use as needed. 





IN BULK 
Cut and folded. 
Ready to use. 
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BAKING $. 6. 
ENAMEL 


VARIOUS SPECIALTY APPLICATIONS 
IN INDUSTRY... 


Out of Randolph’s extensive experi- 
ence and continuous research has 
come this remarkable finish exactly 
suitable for a wide variety of products. 
For equipment as different as Vene- 
tian blinds and airplanes, this enamel 
provides a surface coating with unex- 
KITCHEN celled qualities— 

CABINETS 


REFRIGERATORS 


Faultless uniformity 
Tough durability 


HOUSEHOLD Staunch protection 
EQUIPMENT Striking eye appeal 

Highly essential, too — outstanding 
Randolph service makes deliveries to 
you promptly for normal or rush- 
order production. 


VENETIAN 
BLINDS 


Let us show you what this enamel 


INT Yel Ni can do for your product. 


Write us today! 





<i RANDOLPH 


PRODUCTS COMPANY 
CARLSTADT, NEWJERSEY 


DOPES-. *3, ACOUERKS”- ENAMELS *- THINNERS 
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into the P PLA a 
HON EQUIPME : 
+ MEATEST VALUE to you! 


At right above: Mahon Metal 
Cleaning and Rust Proofing Equip- 
ment with modern FIREJET Heat- 
ing Units. Exit end of Mahon Dry- 
Off Oven. And, directly above: 
Interior view of Mahon Hydro- 
Filter Spray Booths with 
HYDRAIRE Flood Sheets and Ad- 
justable Air Flow Control which 
makes for excellent working con- 
ditions in the Complete Mahon 
Finishing System at Orley 
Corporation, Detroit, Michigan. 




















SYSTEMS: 


bs 


-+.for ENAMELS + LACQUER + PAINT + VARNISH 





ORLEY HOME FREEZERS and Other Appliances Receive 
FINE FINISH in a COMPLETE MAHON FINISHING SYSTEM! 


Orley Corporation, manufacturers of Orley Home 
Freezers, and contract painters for other appliance 
and automobile manufacturers, rely on Mahon 
Finishing Equipment to produce the quality finish 
demanded for their own products and for the prod- 
ucts of their customers. Major elements of the Orley 


installation are illustrated here .. . it is another 
typical Complete Mahon Finishing System including 
Metal Cleaning and Rust Proofing Equipment, Dry- 
Off Oven, Hydro-Filter Spray Booths, and a Finish 
Baking Oven. The choice of Mahon equipment was 
not only a wise decision, but a logical one... 
because, more home appliances and more auto- 
mobiles are painted in Mahon Finishing Systems 
than all other types combined. If you are con- 


templating new finishing equipment, you, too, will 
find that Mahon engineers are better qualified to 
advise you on both.methods and equipment require- 
ments... and better qualified to do the all-important 
planning, co-ordinating and engineering of equip- 
ment—which is the key to fine finishes at minimum 
cost. You will also find that Mahon equipment is 
built better for more economical operation over a 
longer period of time. Mahon's background his- 
tory in this highly specialized field covers thou- 
sands of Complete Finishing Systems including Dip, 
Flow Coating, and Spray Equipment for every 
conceivable product painted on a_ production 
basis. See Sweet's Plant Engineering File for 
complete information, or write for Catalog A-654. 


THE R. C. MAHON COMPANY ec Detroit 34, Michigan + Chicago 4, Illinois 
Engineers and Manufacturers of Metal Cleaning and Pickling Equipment, Metal Cleaning and Rust Proofing Equipment, Spray 
Booths, Flow and Dip Coaters, Drying and Baking Ovens, and Complete Conveyorized Finishing Systems. 


AHON 











Flat Polishing 


By ADAM ZIMMERMAN 


History 

RIOR to World War II flat 

polishing was done on recip- 

rocating bed machines and 

was confined principally to 
the polishing of stainless steel sheets. 
Right after World War II the auto- 
mobile industry changed the method 
of making automobile bumpers from 
hot forgings to cold stampings. This 
was due principally to radical 
changes in styling. Steel was very 
scarce and cold rolling facilities were 
taxed to the limit, thus leaving only 
hot rolled steels available for the 
bumper manufacturers. The radical 
designs plus the surface condition of 
the steel presented quite a problem, 
especially “cost-wise,”’ in metal fin- 
ishing prior to plating. 

This led to consideration of pre- 
polishing the steel before it was 
stamped. Production requirements 
were too high to consider reciprocat- 
ing type machinery. What the auto- 
mobile industry wanted was typical 
of the industry, a machine which 
would enable you to put the rough 
sheet in one end and remove the fin- 
ished piece at the other end. This 
brought about the design of the 
“pinch-roll” or through feed type of 
machine. These machines vary in 
speed, depending upon application, 
from 2 f.p.m. (slab conditioning) to 
250 f.p.m. (preparation for galvani- 
zing). For metal finishing for deco- 
rative work the speeds vary from 20 
to 60 f.p.m., depending upon pro- 
duction requirements. 
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Applications 

PLATING. Flat polishing pro- 
duces the primary requisite for good 
plating, uniform finish of base metal. 
Dependent upon plating technique 
used, finishes down to 4 rms can be 
obtained. The equipment is not af- 
fected by model changes or final 
shape of the piece. 

PAINTING. Development work 
shows that prepolishing produces 
uniformly finer finish and provides 
a “tooth” for better paint adhesion. 
The resultant scratch pattern makes 
for easier blending during touchup 
and should reduce the amount of 
buffing necessary to produce deep 
luster. 

SIZING. A “pinch-roll’’ machine 
can run anything from 2 feet in 
length up to coils. Where holding of 
size is important, this type of equip- 
ment can grind to tolerances of plus 
or minus 0.001 inch. At the present 
time saw blade stock up to 65 feet 
long is processed by this method. 


Construction of Machine 


The pinch roll type flat polishing 
machine is shown schematically in 
Fig. 1. The machine is designed for 
maximum flexibility. 

The pinch rolls provide traverse 
motion to stock, and are equipped 
with variable speed drive so they 
can be run in either direction. 

The contact roll drives the 
belt; the contact rolls are inter- 
changeable. For heavy stock remov- 
al a small hard contact roll is used. 
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PHOSPHATE COATIN os Tt 0 
MAKE YOUR PRODUCT DURABLE 


PIONEERING 
RESEARCH 
AND 
DEVELOPMENT 
SINCE 1914 


For more than a third of a 
century, ACP research chem- 
ists and ACP technical repre- 
sentatives in the field have 
pioneered in the science of 
metal preservation. They have 
developed surface treating 
chemicals which either protect 
metals directly, or create a 
superior bond for decorative 
and protective paint finishes, 
and now, ACP chemicals and 
processes are being used the 
world around to reduce costs, 
speed production and add to 
the life-span of countless 
products. 


ACP metal protective chemi- 
cals include: protective coat- 
ing chemicals for steel, zinc 
and aluminum; metal cleaners 
and rust removers; final rinse 
controls; pickling acid inhibi- 
tors; copper coating chemi- 
cals; soldering fluxes; alkali 
cleaners and addition agents; 
copper stripping and bright- 
ening solutions. 


Detroit, Michigan 





Vv 
AMERICAN CHEMICAL PAINT COMPANY 


General Offices: Ambler, Penna. 
Niles, California 


PAINT BONDING 


® : . . . . 
“GRANODINE’”® zinc phosphate coatings improve paint adhesion 
on automobiles, refrigerators, projectiles, rockets, and many other 


steel and iron fabricated units or components. 


“LITHOFORM”® zinc phosphate coatings, make paint stick to 


galvanized iron and other zinc and cadmium surfaces. 


® . . . . . . 
“ALODINE”® protective coatings provide improved paint adhesion 
and high corrosion-resistance for aircraft and aircraft parts, awnings, 
wall tile, signs, bazookas, and many other products made of 


aluminum. 


RUST PROOFING 


“PERMADINE”® zinc phosphate coatings provide rust and cor- 
rosion proofing for nuts, bolts, screws, hardware, tools, guns, cart- 


ridge clips, and many other industrial and ordnance items. 


PROTECTION FOR FRICTION SURFACES 
“THERMOIL GRANODINE”® manganese-iron phosphate coat- 


ings provide both rust proofing and wear resistance — anti-galling, 


safe break-in, friction on rubbing parts. 


IMPROVED DRAWING AND COLD FORMING 


“GRANODRAW”® zinc phosphate coatings make possible im- 
proved drawing, cold forming and extrusion on such steel products 
as sheets for stamping, bumpers, parts to be formed, prior to plating 


or painting, cartridge cases, etc. 


*Made, Sold, and Serviced By A Pioneer 
In Protective Coatings For Metals .°. . 


Windsor, Ontario 
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For fine finishing a large contact 
roll is used. 

The billy roll is a steel roll which 
delivers the work pressure. This roll 
is actuated by an air cylinder, very 
finely controlled, so that any desired 
work pressure can be obtained. The 
billy roll is adjustable for crown cut- 
ting and can be removed fore and 
aft of center for fine finishing. 

The head stock is mounted to a 
heavy cast iron machine frame and 
is adjustable up and down. The 
range of stock is from 0.015 to 3.00 
inches. 

The idler roll is equipped with 
stabilizers to minimize vibration 
and is interchangeable to compen- 
sate for belt length. 

Oscillation of the belt is con- 
trolled by a scanning eye mounted 
behind the belt. 

Principle of Operation 


Flat polishing or prepolishing is 


a method of finishing the metal in 
the flat. By use of this process it is 


possible to produce a desired finish 
on the material prior to forming. 

The work is performed by a belt 
and a series of rolls. The coated ab- 
rasive belt, dependent upon such 
factors as grit size and mineral type, 
has a wide range of performance 
from heavy stock removal down to 
fine finishes. 

Evaluating the Belt 

Since the tool used in flat polish- 
ing is a belt, it is important to know 
how a belt performs and how this 
performance can be measured. Ob- 
viously, a belt removes stock. Coarse 
belts remove a great amount of 
stock; fine belts produce fine fin- 
ishes. Measuring stock removal by 
micrometer produced erratic results. 

In order to change polishing from 
an art to a science, considerable test- 
ing was done. Early experiments 
showed that the following factors ex- 
ercised the greatest influence on belt 
performance, and that when results 
were plotted, based on these factors, 
then direct comparisons 





IDLER ROLL 


HEAD STOCK 


CONTACT ROLL 


Billy ROLL 





could be made: 

STOCK REMOVAL: 
For accuracy, the stock re- 
moval is determined by 
weight loss and is reported 
in terms of ounces per 
square foot. On scales grad- 
uated no finer than 1 oz., 
stock removal can be meas- 
ured to 0.00015 inch when 
weight loss is converted 
from ounces to inches. 





Figure ] 
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FOR THE MOST 


LIMINATION Efficiency 


portant new Schmieg develop- 

ent to wash hazardous dust and 

umes from the air in a rotating torrent 

/of water, combining the cyclonic prin- 

ciple of dust separation and positive 
high pressure water action. 


Just a few of many reasons why a new 
Centri-Merge unit is your best investment 
in operating efficiency and economy: 


e Low ratio of power to rated capacity e 
High ratio of water circulated to air 
volume handled e Independently driven 
low speed rotor and fan permit adjust- 
ments to load and operating conditions e 
No slots or nozzles to restrict water 
action e Automatic liquid level control e 
Optional location of air inlet arm e Ma- 
terial disposal by drag conveyor, hopper 
tank skim-off or manual clean-out e Easy 
access to clean-out doors for cleaning 
while unit is in operation e Bearings 
located out of liquid, fully enclosed, 
lubricated from outside. 


Write or phone for Bulletin VU 8-53, describ= 

ing the new Vertical Rotor Units. en con- 

sult with Schmieg engineers to plan a 

Centri-Merge installation for maximum 

dust and fume collection and elimination 
ficiency in your-plant:— 








O2/ SQ.FT. 
eS 
o 


STOCK REMOVAL 
nD 
So 


2000 
LENGTH - FEET 


Fig. 2—The effect of belt wear on stock 
removal. Belt speed: 5,000 sfm; traverse: 
45 f{pm; hp: 1.81 inch. 


HORSEPOWER PER INCH. 
The load supplied measured by am- 
meters as opposed to judging the 
spark stream. 

PROFILOMETER. This meas- 
urement in micro inches, is an indi- 
cation of the quality of finish. As the 
belt wears, the finish becomes finer. 

LINEAL FEET. Generally the 


MICRO INCHES 
S$ 8 8 


ess 
o 


4000 6000 
LENGTH FEET 


8000 


Fig. 3—The effect of belt wear on micro 
inch finish. Belt speed: 5,000 sfm; tra- 
verse: 45 fpm; hp: 1.8] inch. 
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basis for all comparisons. The area 
is compensated for by belt width 
and area comparisons are used only 
in terms of cost. 

In order to evaluate a belt during 
a test, all factors are held constant. 
The performance of the belt is 
plotted in terms of stock removal 
and profilometer, versus lineal feet, 
with the horsepower noted as shown 
in Figs. 2 and 3. The effect of horse- 
power on belt life is shown in Fig. 4. 


.60 


STOCK REMOVAL 
OZ/5Q. FT 


24 


2000 4000 6000 
LENGTH ~- FEET 


8000 


Fig. 4—The effect of horsepower on belt 
life. Belt speed: 5,000 sfm; traverse: 45 
fpm; grit: 100. 


It is important to note that as the 
horsepower is increased, the rate of 
cut is increased and, conversely, the 
belt life is decreased. 

Actual tests have shown that the 
total amount of stock which is re- 
moved by a given belt is the same 
regardless of horsepower. The rate 
of removal, of course, varies with the 
horsepower applied. 

The unformity of the factory coat- 
ed abrasives is such that a set of 
standard curves can be used with re- 
markable accuracy. 

Selecting the Sequence 

Before selecting a grit sequence 
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CLEANS METAL PARTS 


BETTER © FASTER ¢e CHEAPER 


NEW LOW COST 
BENCH MODEL 


SAVES UP TO 60% 
IN LABOR COSTS 


JET BLAST REMOVES Rust, scale and 
Foreign Deposits from Dies, Molds, 
Tools or other precision articles with- 
out dimensional alterations. Increases 
adherance and bonding qualities of 
paint, porcelain, rubber, electroplated 
metals and a host of other materials 

. Equally effective for cleaning 
threads for close, smooth fit. 


JET BLAST will give any desired fin- 


ish on flat or irregularly shaped ob- 
jects... Sharp edges are retained. 


JET BLAST is excellent for light burr- 


ing on hard to-get-at surfaces. 


JET BLAST materially increases tool 
life when used for honing cutting 
faces after grinding . . . Eliminates 
costly hand labor. 


BENCH gop va BLAST jer BLAST IS A 
Other sizes are available 
aioe sigan pns TOOL ROOM NECESSITY 


§ DISTRIBUTORS: % SEND FOR BULLETIN 
? A few territories are still open. 5 % 


* toy lin, « Be ee Cin: peg Seed 


i<° W-RENTON™ 
and’ 


877 ADDISON ROAD + CLEVELAND 3, OHIO 
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two factors must be considered. 

1. In what condition is the steel? 

2. What plating sequence is to be 

used? 

The first thing to do is to deter- 
mine how much stock must be re- 
moved to remove the surface imper- 
fections. This can be readily accom- 
plished by polishing representative 
samples until they are cleaned up 
and determining the necessary stock 
removal by measuring the weight 
loss. When this value has been es- 
tablished the optimum belt sequence 
can be determined from the belt 
evaluation charts. 

The main objective in selecting a 
sequence is to maintain the stock re- 
moval as near constant as possible, 
yet sufficient to clean up the sheet. 
Constant stock removal is obtained 
by shifting belts, using at least two 
heads. 


FUNCTIONAL FINISHES! 


If you require your coatings to 
accomplish some specific task 
— something beyond mere 
ornamental appearance or 
average longevity — 


“fxg We! 





We make ACRYLIC, ALKYD, 
CELLULOSIC and VINYLOID 
coatings for a very wide range 
of specialized industrial appli- 
cations. 


The Varnish Products Co. 


5204 Harvard Avenue 
Cleveland, Ohio 
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For example, assume it was ne- 
cessary to remove 0.30 oz. per sq. 
ft. to clean up. A new 100 grit belt 
is capable of removing 0.32 oz. per 
sq. ft. after 10 lineal feet, and 0.11 
oz. per sq. ft. after 4,000 lineal feet. 
On a two-head setup this would 
have a range of stock removal from 
0.64 oz. per sq. ft., (twice the neces- 
sary amount) down to 0.22 oz. per 
sq. ft. (less than the required 
amount). Using this setup, with 
both machines using new belts sim- 
ultaneously 30 per cent of the stock 
would be rejected. The profilometer 
reading would vary from 100 to 38 
micro inches and a highly erratic 
finish would result. 

By using a system of belt shifting 
the stock removal would range from 
a high of 0.42 oz. per sq. ft. to 0.33 
oz. per sq. ft., and the stock removed 
in each case would be high enough 
to clean up and produce the lowest 
micro inch finish. 

The profilometer would never be 
any greater than 38 micro inches. 
(Other test work has shown that in 
order to reduce a 90 micro inch read- 
ing to 10 micro inch, the life of a 150 
grit belt would be only 1,000 feet as 
compared to a belt life of 6,500 
feet when reducing a 38 micro inch 
reading to 10 micro inch.) 

Figure 5 shows standard perfor- 
mance curves of various grit sizes. 
Table I is a chart listing stock re- 
moval in ounces and corresponding 
profilometer reading as a belt wears. 

The plating sequence used largely 
determines the required finish; a 
rule of thumb (varies somewhat de- 
pendent upon the shape of piece and 
so forth) is as follows: 
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1600 Quarts 
Per Hour 
Automatically 


...and save 2 to % 
of each man’s time! 


pra Dryor 





gy No matter how intricate the design, recesses or contours of the 
parts, the 3-speed spiral through this hot air blast will com- 
pletely dry up to 1600 quarts an hour — AUTOMATICALLY! 
From one-half to two-thirds of each man’s time, now spent on 
drying operations, can be saved 
Dryer will automatically unload into barrels or tote pans, and 
be instantly ready for drying the next load. 


The specially designed heater eliminates all moisture-laden air 
by providing temperatures of 350° F. without recirculation. Pre- 
mixes air and gas, and burns the mixture under pressure to in- 
sure clean burning with a minimum of carburizing. No centrif- 
ugal pump to maintain 


Can be easily arranged to take full hopper loads from last hot 
water rinse without handling 


Will replace up to 3 sawdust tumblers in addition to 2 or 3 
centrifugal dryers 


Get Complete Details — Write Today! 


LASALCO, INC. 


2818-38 LASALLE STREET GRand 2990 ST. LOUIS 4, MISSOURI 
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BELT PERFORMANCE 


min. 


45 ft. 


Belt Performance — 1.8 hp/inch 
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Type of Plate Required Finish 
Buffed copper plus 

bright nickel 
Buffed nickel only .... 8-10 rms 
Gray nickel plus 

bright metal 
Bright nickel only .... steel buff 


Finishing 


To do good finishing it is neces- 
sary to have some understanding of 
the mechanism of finishing. 

The first problem is to understand 
the effect of previous roughing grits. 


02./ 5Q.FI. 
a 
So 


STOCK REMOVAL 
bb 
°o 


2000 4000 6000 8000 
LENGTH- FEET 


Fig. 5—Effect of belt wear on stock re- 
moval. Belt speed: 5,000 sfm; traverse: 
45 fpm; hp: 1.8] inch. 


Belt evaluation tests showed that as 
the belt wore the finish became fin- 
er. Belt shifting, in addition to rais- 
ing the average amount of stock re- 
moved, tends to present a finer finish 
to the finishing belts, resulting in 
less work and longer life for the fin- 
ishing belts. 

A study was made relative to the 
amount of work which would be ne- 
cessary to effect a change in profilo- 
meter reading. Panels were polish- 
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WHY PAY 
HEAVY OVERTIME 


JACK-ASS" LABOR ? 


FOR 


SPRAY ON 


any clean booth 


with your 
regular spray 


equipment. 


PEEL SPRAY-BOOTHS CLEAN WITH 


LIQUID ENVELOPE 


Save labor, promote firesafety, 


get better illumination. Cheaper and 


better than hand-scraping 


Or grease-papering. 


TEST SAMPLE OFFER 


new users only—5 gallon can 


5} 


4 
a 


at the drum lot price. Order today— 


start saving tomorrow! . t 


BETTER FINISHES & COATINGS, INC. 


t 


268 Doremus Avenue, Newark 5, N. J. 
122 East 7th St., Los Angeles 14, Calif. 





Abrasive & Supply Co., Detroit, Mich. 
Aviation Lubricants Co.,.Inc., San Diego, Calif. 
Bay State Spray Equipment Co., Springfield, Mass. 
C & H Supply Co., Seattle, Wash. 
The Dean & Barry Co., Columbus, Ohio 
Eastern Spray Equipment 

c/o Mitchell-Love, Philadelphia, Pa. 


Edgcomb Steel of New England, Inc., Milford, Conn. 


Eley's Newport News, Va. 

Finishing Equipment & Compressor Co. 
Kansas City, Mo. 

John Henry Foster Co., Minneapolis, Minn. 

Franklin Supply Co., Providence, R. |. 

General Spray Equipment Co., Boston, Mass. 

H. J. Gettemuller Co., Inc. Baltimore, Md. 
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DISTRIBUTED BY 


ce 


PEEL OFF 


in minutes when 
overspray 
accumulates. 
Respray. 





Globe Chemical Co., Louisville, Ky.; Cincinnati, 0. 
The Hubbard Co., San Francisco, Calif. 
Kellermann Paint Co., New York, N. Y. 
Koehler Rubber * Supply Co., Cleveland, Ohio 
The Lea Manufacturing Co., Waterbury, Conn. 
The Leonard Co., St. Louis, Mo. 
Melson Industrial Supply Co., Grand Rapids, Mich. 
Metal Goods Corp., Denver, Col.; New Orleans, La.; 
North Kansas City, Mo.; St. Louis, Mo.; 
Dallas, Texas; Houston, Texas 
Mid States Industrial Corp., Rockford, III. 
Vic Miner Co., Toledo, Ohio 
O' Donohue Sales Co., Milwaukee, Wis. 
Paints & Lacquers, Inc., Chicago, Ill. 


Pauli & Griffin Co., San Francisco, Calif. 


Plastic Paper Co., Los Angeles, Calif. 
Porter Paint Co., Louisville, Ky. 


Protective Prod. Distributors, Hamburg, N. Y. 


R. W. Renton and Co., Cleveland, Ohio 


Hugh Russell & Sons, Ltd., Montreal, Can. 


Scobell Chemical Co., Rochester, N. Y. 

Sprayway Co., Los Angeles, Calif. 

Supplee-Biddle-Steltz Co., Philadelphia, 
(Industrial Division) 

Tanner and Co., Indianapolis, Ind. 

Tri-State Spray Equipment & Compressor 
Omaha, Neb.; Rock Island, Ill. 

In Europe: 

Jenson & Nicholson, Ltd., London, Eng. 
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ed and samples ranging in profilo- 
meter from 100 rms down to 10 rms 
were selected. The selected samples 
were carefully weighed and then 
were cross-polished until all of the 
original scratches were removed, at 
which time the samples were weigh- 
ed again to determine the stock re- 
moval necessary to effect a change 
in profilometer. The results of these 
tests are shown in Figure 6. 

The difference between a 10 micro 
inch reading as produced from a 
worn out 100 grit belt and a 10 micro 
inch reading as produced from a 220 
grit belt is the number of lines per 
inch, in other words a fine belt pro- 
duces a very dense scratch pattern 
which tends to be more uniform and 
when plated, results in a “scratch 
free’ appearance. 

Another important factor relative 
to finish is the manner in which a 
mineral wears on a belt. There are 
two types of minerals generally 
used, aluminum oxide and silicon 


MICRO INCH 
$s 8 


.20 40 -60 
STOCK REMOVAL 
OUNCES / SQ.FT. 


Fig. 6—The amount of work necessary to 
effect a change in micro inch readings. 
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STOCK REMOVAL OZ/FT. 


2000 4000 
LENGTH - FEET 


Fig. 7—The cutting characteristics of sili- 
con carbide as compared with aluminum 
oxide. 


carbide and the wearing character- 
istics are vastly different. Aluminum 
oxide is a tough mineral which 
wears from a sharp point to a dull 
blunt point. This mineral wear pro- 
duces a wide gap between peaks and 
is difficult to cover with subsequent 
plate. Sometimes it manifests itself 
in “comets” or wild grit lines. The 
toughness of aluminum oxide can 
stand extremely heavy work loads 
and is excellent for heavy duty work 
such as stock removal. 

Silicon carbide is a hard friable 
material which wears by fracturing, 
always maintaining a sharp cutting 
edge. This ability of silicon car- 
bide to fracture produces a clean, 
sharp scratch. The groove is rela- 
tively narrow and the finish as pro- 
duced by this material is readily 
“scratch free” after plating. 

Figure 7 shows the comparison 
between aluminum oxide and silicon 
carbide minerals. The dulling action 
of the aluminum oxide shows on the 
graph by a constantly decreasing 
rate of stock removal. The fractur- 
ing ability of silicon carbide is borne 
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DESPATCH OVEN TRIPLES SIGN 
PRODUCTION AT NAEGELE ADV. CO. 


Despatch Water Wash Spray Booth cleans paint laden air 
... removes vapor laden fumes .. . eliminates most of labor 
and ‘down time” for cleaning. 


The progressive Naegele Advertising Co., Min- 
neapolis recently ‘‘at home’”’ in greatly enlarged 
quarters, is creating and producing painted bul- 
letins, highway and commercial units of all types 
faster than ever before. Production increases of 
3 to 4 times were realized when, for finish baking, 
the company replaced infra-red light banks with 
a Despatch Finish Bake Oven of the double-end 
opening, batch type. Quality also is greatly im- 
proved because the oven produces a much harder 
paint finish. Operating at a controlled tempera- 
ture of 250° F., the signs are pi 8 for 4 hour on FINISHING PROBLEM? 
the prime coat and each succeeding color coat of 
enamel. Using lights, the drying time for similar —CALL DESPATCH 
work required 4 to 5 hours. Now 300 to 400, 3’x Despatch Finishing Systems are designed 
8’ bulletin panels are run per day while under and built to finish your product better, 
previous methods only 80 per day were possible. faster and more economically. You can 
In conjunction with the oven, a Despatch get a complete system or individual units, 
Water Wash Spray Booth is employed. It meas- such as: Bake Ovens, Dry-off Ovens, 
ures 12’ wide, 8’ deep with 6’ added extension Spray Booths, Washers, Flow Coaters, 
ls. Water curtain is operated by a480GPM Conveyors, Air Make-up Systems. Resi- 
Paneis. | P y dent engineers located in your vicinity 
circulating pump. are ready to help you with your finishing 
problems. Write to Dept. E. 


oveu COMPANY 
ONE UNIT OR A COMPLETE FINISHING SYSTEM 
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out by the constant rate of stock re- 
moval, as shown in the graph. 

It is the dubbing of the mineral 
when using aluminum oxide which 
accounts for the controversy in the 


MICRO INCH 


1.0 2.0 3.0 
HORSE POWER 


Fig. 8—Effect of increased hp on micro 
inch readings. Belt speed: 5,000 sfm; 
belt: 150 grit silicon carbide. 


finishing department when a low 
profilometer finish fails to produce 
a satisfactory finish after plate. Sili- 
con carbide, although it finishes 
much finer, has the drawback that 
excessive work pressures cause ex- 
cessive shelling and materially re- 
duce the life of the belt. That is why 
silicon carbide generally fails on 
such operations as hand polishing. 
In order to use silicon carbide suc- 
cessfully in flat polishing it is very 
important that a proper roughing 
sequence is used and that the finish 
of the stock after it leaves the last 
roughing head is as low as possible. 
This is best obtained by rotating the 
belts. Silicon carbide, when used 
with light work pressures (applic- 
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able only with a properly condition- 
ed roughing operation) will give ex- 
cellent belt life and may outlast a 
similar grit size in aluminum oxide 
by as much as 4 to 1. 

Because the mineral remains 
sharp and the resultant grooves are 
narrow, silicon carbide generally 
finishes about 2 grit sizes finer than 
aluminum oxide minerals. As shown 
in Figure 8 the resultant finish ob- 
tained from silicon carbide is direct- 
ly proportional to the horsepower 
applied. In order to obtain fine fin- 
ishes it is necessary to use light pres- 
sures. On tandem units this is ac- 
complished by holding the horse- 
power progressively less on each 
stand. This system enables the belts 
to remove enough stock to clean up 
the effects of the roughing operation 
and produce a controlled finish. The 
required finish is controlled by the 
plating process used and by the 
contours of the object. 

Finish is affected by scratch 
length—a function of traverse speed. 
Generally the slower the traverse 
speed, the shorter the scratch length 
and the finer the resultant finish. 
Traverse speed is usually dictated 
by production requirements and 
some relief is obtained by polishing 
over a crown. The crown effect is 
obtained by raising the billy roll 
above the pass line. 

Effect of Rubber 

The contact roll plays an import- 
ant part in flat polishing. Its pri- 
mary function, of course, is to drive 
the belt. In addition to motivating 
the beit the contact roll has consid- 
erable influence on the performance 
of the belt. 

ROUGHING. For heavy stock re- 
moval a hard contact roll with a 
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How to be 


tough and 


soft at the 


same time! 


That was the problem presented to the Pittsburgh Plate 
Glass Company by the Steelcrate Division of Wheeling 
Steel, Beach Bottom, W. Va.—and it required a special- 
ized Pittsburgh brush to solve it! 


Large sheets of expanded metal had to be cleaned 
without impairing the surface texture, yet the brush had 
to cut through tough scale and remove burrs. A special 
steel wire was chosen, made up into brushes, and 
applied to the problem. Result? Combining the right 
amounts of toughness AND softness, the brush com- 
pletely eliminated burrs in a matter of minutes, leaving 
the face of the metal unharmed. Moreover, cleaning 
is quicker and costs less than with other brushes! 


PITTSBURGH 


This specialized Pitts- 
burgh brush solved 
Wheeling Steel's clean- 
ing problem—saved 
money and boosted 
quality as well as in- 
creased production! 


WRITE TODAY for your 
free copy of our new 
booklet that shows, 
through actual case his- 
tories, how Pittsburgh 
can help cut your brush- 
ing costs. Address: 
Pittsburgh Plate Glass 
Co.. Brush Div., Dept. 
W.8, 3221 Frederick 
Ave.,Baltimore 29,Md. 


BRUSHES e PAINTS e GLASS e CHEMICALS e PLASTICS e FIBER GLASS 


PITTSBURGH PLATE GLASS COMPANY 


IN CANADA: CANADIAN PITTSBURGH INDUSTRIES LIMITED 
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STOCK REMOVAL 
O2/ SQ FT 


° 
re) 2000 4000 6000 
LINEAL FEET 


8000 


Fig. 9—The effect of serrating a contact 

roll on the ability of a belt to remove 

stock. Belt speed: 5,000 sfm; traverse: 45 
fpm; grit: 100. 


small diameter is used. The duro- 
meter reading of the rubber roll 
ranges between 65-80 and the di- 


Harder 
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* 


Wider 
Slots 


* 


To Correct 
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Loading ss 
Too Aggressive 

Too Slow Cutting 

Too Deep Scratches 

Burning Part 

Too Solid for Contour 

Dubs Edges 

Orange Peel. 

Shedding Mineral 

Chatter 

Overlap Marks 


ameter of a roughing roll is gener- 
ally 8-9 inches. Aluminum oxide 
grit loses its cutting ability during 
use, and a properly designed con- 
tact roll can cause the mineral to 
shell and regain its cutting ability. 

Figure 9 shows the effect of con- 
tact roll design. This increased cut- 
ting ability was brought about by 
serrating the contact roll. 
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FINISHING. For fine finishing 
soft contact wheels are needed. This 
is especially important when using 
minerals such as silicon carbide. Ex- 
periments have shown that a larger 
contact roll will produce a finer fin- 
ish, all other factors being equal. 
A 12 inch diameter contact roll is 
generally used to produce a fine 
finish. 

Figure 10 shows the effect of roll 
diameter on resultant finish. A large 
soft contact roll will minimize, by 
its cushioning action, lap marks due 
to belt splice. 


Rubber Contact Wheel Applications 

The requirements in patterns to 
attain top efficiency in the working 
surface behind a belt have been com- 
piled as follows: 


Softer 
Density 


Slots 
Smaller 


Smaller 
Flats 
* 


Deeper 
Slots 


Higher 
Speed 


* 


* * 


* *. 


The smooth face wheel is made in 
the soft densities for greasing out 
and for contour work. We recom- 
mend the serrated face over the 
smooth wherever possible, since a 
belt cost saving results. More parts 
can be produced with a serrated 
face contact wheel, and faster stock 
removal on heavy grinding can be 
obtained by controlling the action 

to page 74 —> 
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and so to echrome.. 


SEYMOUR BRIGHT NICKEL PROCESS 


Where specific thicknesses of bright nickel are desired, use Seymour 
“NC” or “CK” Bright Nickel Processes in a warm plating bath. The 
warm type brightener solution permits specification barrel nickel 
plating of any desired deposit from .0002” to .0010”, and at a speed 
four to six times faster than with a cold solution. 


Seymour solutions are also available for cold plating baths where a 
deposit of about .0001” maximum is desired. Both warm and cold 
type brighteners are simple to maintain and easy to control. Deposits 
are adherent to properly cleaned base metals, except zinc base direct, 
and may be chromium plated without prior buffing or wiping. Write 
for complete information. 


Just off the press! A new Technical Data Book on 
Nickel Silver and Phosphor Bronze. Write for your copy. 


DISTRIBUTORS 
BART-MESSING CORP. 

229 Main St., Belleville 9, N. J. 
CROWN RHEOSTAT & SUPPLY CO. 
3465 N. Kimball Ave., Chicago, Hl. 
EATON CHEMICAL & DYESTUFF CO. 

1490 Franklin St., Detroit, Mich. 

ENTHONE, INC. 
442 Elm St., New Haven, Conn, 
W. M. FOTHERINGHAM 
977 Niagara St., Buffalo 13, N. Y. 
THE GILBERT TRAMER CO. 
1217 Main Ave., Cleveland 13, Ohio 

MUNNING & MUNNING, INC. 
202-208 Emmett Ave., Newark 5, N.J. 
SMITH CHEMICAL & SUPPLY CO, 
70 Clifford St., Providence 3, R. 8, 


THE SEYMOUR MANUFACTURING COMPANY, SEYMOUR, CONN. 
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Fig. 9—The effect of serrating a contact 

roll on the ability of a belt to remove 

stock. Belt speed: 5,000 sfm; traverse: 45 
fpm; grit: 100. 


small diameter is used. The duro- 
meter reading of the rubber roll 
ranges between 65-80 and the di- 
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To Correct 


ameter of a roughing roll is gener- 
ally 8-9 inches. Aluminum oxide 
grit loses its cutting ability during 
use, and a properly designed con- 
tact roll can cause the mineral to 
shell and regain its cutting ability. 

Figure 9 shows the effect of con- 
tact roll design. This increased cut- 
ting ability was brought about by 
serrating the contact roll. 
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FINISHING. For fine finishing 
soft contact wheels are needed. This 
is especially important when using 
minerals such as silicon carbide. Ex- 
periments have shown that a larger 
contact roll will produce a finer fin- 
ish, all other factors being equal. 
A 12 inch diameter contact roll is 
generally used to produce a fine 
finish. 


Figure 10 shows the effect of roll 
diameter on resultant finish. A large 
soft contact roll will minimize, by 
its cushioning action, lap marks due 
to belt splice. 

Rubber Contact Wheel Applications 

The requirements in patterns to 
attain top efficiency in the working 
surface behind a belt have been com- 
piled as follows: 


Softer 
Density 


Slots 
Smaller 


Smaller 
Flats 


Deeper 
Slots 
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Speed 


* 
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The smooth face wheel is made in 
the soft densities for greasing out 
and for contour work. We recom- 
mend the serrated face over the 
smooth wherever possible, since a 
belt cost saving results. More parts 
can be produced with a serrated 
face contact wheel, and faster stock 
removal on heavy grinding can be 
obtained by controlling the action 
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and so to chrome... 


SEYMOUR BRIGHT NICKEL PROCESS 


Where specific thicknesses of bright nickel are desired, use Seymour 
“NC” or “CK” Bright Nickel Processes in a warm plating bath. The 
warm type brightener sclution permits specification barrel nickel 
plating of any desired deposit from .0002” to .0010”, and at a speed 
four to six times faster than with a cold solution. 


Seymour solutions are also available for cold plating baths where a 
deposit of about .0001” maximum is desired. Both warm and cold 
type brighteners are simple to maintain and easy to control. Deposits 
are adherent to properly cleaned base metals, except zinc base direct, 
and may be chromium plated without prior buffing or wiping. Write 
for complete information. 


Just off the press! A new Technical Data Book on 
Nickel Silver and Phosphor Bronze. Write for your copy. 


DISTRIBUTORS 
BART-MESSING CORP. 

229 Main St., Belleville 9, N. J. 
CROWN RHEOSTAT & SUPPLY CO. 
3465 N. Kimball Ave., Chicago, Ill. 
EATON CHEMICAL & DYESTUFF CO. 

1490 Franklin St., Detroit, Mich. 

ENTHONE, INC. 
442 Elm St., New Haven, Conn, 
W. M. FOTHERINGHAM 
977 Niagara St., Buffalo 13, N. Y. 
THE GILBERT TRAMER CO. 
1217 Main Ave., Cleveland 13, Ohio 
MUNNING & MUNNING, INC. 
202-208 Emmett Ave., Newark 5,N.J. 
SMITH CHEMICAL & SUPPLY CO. 
70 Clifford St., Providence 3, R. §. 


THE SEYMOUR MANUFACTURING COMPANY, SEYMOUR, CONN. 
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Lowe Brothers 7HERMOTITE 


Eliminates 2 handling operations 


+ The Thermotite Hot Lacquer System adopted 
by this manufacturer is a ‘‘natural'’ for many 
other products such as water heaters, stokers, 
sanitary rol t Mmulol cola Mol laltii-la Melile Motel) 4-313 


to mention just a few. Yours perhaps? 
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solves production bottleneck 
by cutting drying time 600% 


This manufacturer of gas and oil furnaces 

was using a finishing system which produced 
highly satisfactory results from every stand- 
point of gloss, adhesion, appearance and 
durability. It was necessary, however, to move 
finished parts from the line to a storage place 


This advertisement is based 
on facts from Lowe Brothers 
industrial case history files. 
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for an hour's drying time before handling 
and packing —a costly production bottleneck. 
A Lowe Brothers “Finishing Specialist” recom- 
mended Thermotite as a means to eliminate 
this bottleneck yet retain all of the desirable 
characteristics of the finish used previously. 


NOW, with Thermotite, parts are dry, ready 
for packing within 9 minutes! Packing is done 
just as pieces leave the production line. No 
extra handling, no moving, no special stor- 
age, no costly bottleneck—just big savings! 


BUT MOST IMPORTANT, the “hot application” 
method recommended by Lowe Brothers “Fin- 
ishing Specialist” produces a finish with every 
desirable characteristic of the former system 
—good build, excellent adhesion, one coat 
application and a tough, durable high gloss 
film, free of marring! 


MANY manufacturers have found it most profit- 
able to have a Lowe Brothers “Finishing Spe- 
cialist” check their finishing operations for 
possible improvement based upon thorough 
knowledge of the latest in modern systems 
and materials. How about you? No obliga- 
tion—write today! 


THE LOWE BROTHERS COMPANY ° Dayton 2, Ohio 
Industrial Division 


thers 


INDUSTRY 
since 1870 
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desired with the proper pattern and 
density on the face of the wheel. 
On hand operation, fatigue is cut to 
a minimum because the working 
face will do the largest share of the 
work, reducing the effort required 
from the operator. 


MICRO INCH 


80 160 240 
NO PASSES 


320 


Fig. 10—A comparison of micro inch fin- 
ishes obtained through use of an 8-inch 
roll and a 12-inch roll. 


Wet Versus Dry Polishing 
In order to evaluate wet versus 
dry polishing one must consider sev 
eral factors, such as: 


1. Effect of horsepower. 
2. Effect on finish. 
3. Nature of materials. 


EFFECT OF HORSEPOWER. 
With work loads of up to 1.5 horse- 
power per inch, the wet process 
holds a slight edge in its ability to 
remove stock. However, due to the 
lubricity of the coolant it is difficult 
to exert greater work pressures on 
a wet machine because of slippage. 
Using a dry process it is possible to 
apply work pressures up to 2.5 to 3 
horsepower per inch. Higher polishi- 
ing pressures effect greater stock 
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removal. It is the holding ability of 
the pinch rolls that influences the 
ability to cut stock rather than the 
difference in the use of coolants. 
This argument is borne out in coil 
polishing, where the traverse motion 
is controlled by tandem equipment 
such as payoff reels and coilers. 


The wet process is preferred on 
light gauge materials because of the 
danger of overheating (caused by 
excessive pressures) which results in 
aging and buckling. 

EFFECT ON FINISH. When fin- 
ishing with silicon carbide both pro- 
cesses are about equal. Using silicon 
carbide requires light work loads and 
the shelling action of the mineral 
keeps the belt clean. 


When evaluating a belt coated 
with aluminum oxide (used for 
stock removal) and comparing wet 
with dry, consideration must be 
given to finish. A wide groove ap- 
pears as a “comet” or “wild grit line” 
after plating. When using a dry belt, 
a phenomenon known as metal pick- 
up will occur as the mineral gets 
dull. Metal pickup on belts is similar 
to wheel loading in that tiny par- 
ticles of the metal weld themselves 
to the mineral. As a result the min- 
eral cuts a wider and deeper groove. 
The work load on the finishing belts 
is thus increased and the roughing 
belt therefore becomes ineffective. 

The use of lubricants extends this 
metal pickup point as much as 3 
times. The metal pickup point com- 
pensates for the difference in cost of 
paper and cloth belts. 

NATURE OF MINERALS. Car- 
bon steels, depending upon such con- 
tingencies as stock removal requir- 
ed, gauge and so forth, can be polish- 
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How a Fosbond cycle including Actidip can 


CUT YOUR PHOSPHATIZING COSTS 
AS MUCH AS 40° 





If Your Company Now Applies Zinc 
Phosphate Paint-Bonding Coatings, 
This Is ‘Must’ Reading For You! 


A key component in Pennsalt’s all-new 
Fosbond® Process is Actidip—an acti- 
vating agent that can cut consumption 
of zinc phosphating solution as much 
as 40%. A Fosbond cycle including 
Actidip therefore can save thousands 
of dollars annually for any major paint- 
bond user! 


The Fosbond Process consists of a com- 
plete series of products and operations 
for trouble-free phosphatizing of metal 
prior to organic finishing. Fosbond locks 
finish to metal, provides lifetime cor- 
rosion resistance. To get the process 
working smoothly in your plant and to 
keep it that way, Pennsalt offers the 
services of metal processing specialists. 


Like To See Test Panels? We'll send 
you panels, or Fosbond chemicals with 
which you can make your own. Tell us 
1) type metal to be coated, 2) phosphate 
coating now used, 3) method of appli- 
cation, 4) organic finish used, 5) con- 
ditions finish must meet. Or, tell us 
about your phosphatizing operation, 
and we’ll answer questions as specifically 
as possible. Write: Customer Service 
Dept., Pennsylvania Salt Mfg. Co., 
527 Widener Bldg., Philadelphia 7, Pa. 


Fosbond has qualified for the 








Zinc phosphate crystals 
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SMALL, DENSE CRYSTALS 
on Actidip-activated surface 


How Actidip Works 
Zinc phosphate crystals begin “growing” on 
steel from a starting point or nucleus. On a 
non-activated surface, growth is uncon- 
trolled. Result: large crystals, high consump- 
tion of phosphatizing solution, irregular sur- 
face requiring more paint to cover. 


Actidip "seeds" the surface with thousands 
of nuclei. Result: a smaller crystal structure; 
a minimum of solution to coat surface (up 
to 40% less); equal or better corrosion 
resistance; less paint to cover—or smoother 
finish with same amount. 


The use of Actidip on certain steel surfaces 
which won't take an adherent phosphate 
coating has actually made it feasible to 
produce good coatings on these surfaces. 


Actidip is applied by spray or immersion— 
by itself or compounded with a Pennsalt 
Cleaner. For best results, Actidip should be 
used in a Pennsalt-designed Fosbond cycle. 





A better stant 


sah i Good Housekeeping Guaranty 
$’Guardnteed by > Seal—part of the Fosbond emblem. 


Good Housekeeping 
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Authorized Fosbond users may 
include this proved merchandising 
device in sales literature. 


Actidip is a Pennsalt 
Pennealt Chemicals 


trade mark 
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ed either wet or dry. Copper, brass, 
aluminum and stainless alloys must 
be polished wet, because of their 
tendencies to load the belt. 





Adapted for publication in PROD- 
UCTS FINISHING from a paper 
1954, 


meeting of the Detroit Section, So- 


presented at the February, 


ciety of Automotive Engineers. 











CELLULOSE ACETATE. A new edi- 
tion of a basic technical booklet about 
the properties and uses of cellulose ace- 
tate is now available from Hercules 
Powder Company, Wilmington, Del - 
aware. 

In the section devoted to discussions 
of properties, the material has been re- 
vised to include data on the many new 
solvents, plasticizers and resins which 
are used with cellulose acetate. 


The section on uses includes consider- 
able new information about acetate spe- 
cialty lacquers including starting formu- 
las for clear and pigmented outdoor lac- 
quers, heat-resistant paper lacquer, 
greaseproot wallpaper lacquer, plastic 
coatings, and dipped lacquers. 


PROPELLER FAN BULLETIN. Three 
new models are among the thirteen types 
of fans pictured in BULLETIN A-109 
available from Hartzell Propeller 
Fan Co., Piqua, Ohio. The add:- 
tions to the Hartzell line are a panel 
fan, a high pressure fan and a direct- 
drive Lo-Noise fan. The bulletin also 
describes three types of roof ventila- 
tors, unit heaters and intake air units. 

The 40-page book includes specifica- 
tions, dimensions and performance fig- 
ures on all of the equipment, plus val- 
uable engineering data. A special fea- 
ture is a discussion of corrosion-resist- 
ant materials and coatings which in- 
cludes a table showing the suitability of 
special materials and coatings for use 
in a wide variety of fumes commonly en- 
countered in industrial installations. 


NEWCOMB-DETROIT 


PIONEERS IN ENGINEERING, MANUFACTURE AND INSTALLATION OF 


INDUSTRIAL OVENS 
SPRAY BOOTHS 


PARTS WASHERS 
DUST COLLECTORS 


For Bulletins and 
Quotations,Wire, 
Write or Call— 


AIR SYSTEMS 


ESTABLISHED 1912 


_ DETROIT DIVISION GRAND RAPIDS DIVISION 
__ MEWCOMB INDUSTRIES LTD., WINDSOR DIVISION 
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NEWCOMB - DETROIT 


5761 Russell St., 
Detroit 11, Mich. 


TR 3-2100 
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'NO MATTER Stecent Model “A” Automatic Plating Machine 
and does it beftter!”’ 
i ele 


That's the report of the New England Plating Co., Worcester, 
Massachusetts. At present, New England Plating has 2 Stevens 
machines in operation. With this equipment, they do nickel 
plating and dichromating automatically—quickly economically! 


These Stevens Automatic Plating machines have launched the \ 
New England Plating Company on an entirely new phase of 
the company’s history. They are contemplating the installation 


of still a third Frederic B. Stevens machine in the near future. 


Let Stevens help you with your plating problems. Call your 
Stevens technical representative — there’s one in most principal EVERYTHING FOR METAL FINISHING 
cities —or write direct. FREDERIC B. STEVENS, INC 
DETROIT 16, MICHIGAN 


BRANCHES: BUFFALO e CLEVELAND #® INDIANAPOLIS e NEWHAVEN e DAYTON 
IN CANADA: FREDERIC B. STEVENS OF CANADA, LTD., TORONTO e@ WINDSOR 
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The Finishing of Aluminum 
Structural Features of Oxide 
Coatings on Aluminum 
S tse interesting details of the struc- 


ture of anodic coatings on aluminum 

have been described by F. Keller, M. 

S. Hunter, and D. L. Robinson in J. 
ELECTROCHEM. SOC., 100, 411 (1953). 
They suggest that anodic coatings, which 
can be produced in a wide variety of electro- 
lytes under a wide range of operating condi- 
tions, may be classified on the basis of the 
extent of the solvent action on the oxide of 
the electrolyte in which it is produced. In 
electrolytes containing boric acid, which 
have little or no solvent action on the oxide, 
the coatings are thin, non-porous, and have 
a thickness proportional only to the applied 
voltage. This is called the “barrier” or 
“blocking” type of coating; its thickness is 
about 14 Angstrom Unit per volt applied; 
and its unique electrical properties make it 
suitable for use in electrolytic capacitors and 
rectifiers. In electrolytes containing sulfuric 
or chromic acids, which appreciably attack 
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Acid for De-Scaling 
and Rust Removal 


--- Of Course! 
BUT MAKE IT A 


Use a material that: 


© Stays inert until dissolved in 
water. 

© Attacks only scale and rust. 

© Does not “over-pickle.” 

e Is safe in handling and in 
storage. 

© Does a sure, dependable 
pickling job. 

e Can be used hot or cold, in —. 

. ; After Pickling with 

tumbling barrels, as well as Magnus D-Scale-RS 
in tanks. 


USE MAGNUS D-SCALE-RS 


Write for Bulletin 36 for the whole story 
on fumeless high-speed de-scaling 
and de-rusting. 


rN 
MAGNUS CHEMICAL CO., INC. 


i 
‘. D 208 South Ave., Garwood, N. J. 
2. In Canada: Magnus Chemicals, Ltd., Montreal 


Service Representatives in Principal Cities 
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Fig. 1—Relation between ideal cylindri- 

cal oxide cells with cylindrical pores and 

close-packed hexagonal cells with star- 
shaped pores. 


the oxide, the amount of oxide 
formed is usually a function of cur- 
rent and time, and so considerable 
thickness may be obtained. The dec- 
orative and protective oxide coatings 
usually used on aluminum are of 
this type, and it is with this type 
that the authors are primarily con- 
cerned. 

The process of formation of coat- 
ings of the latter type is rather com- 
plex. It is deduced on theoretical 
grounds that the simultaneous for- 
mation and solution of coating 
which occurs in these electrolytes 
should produce a cellular coating 
with each cell having at its center 
a pore. Initially, the cells and pores 
are cylindrical, as shown in the light 
lines of Fig. 1, but with continued 
action the cells assume a hexagonal 
cross-section and the pores become 
star-shaped, as shown by the dark 
lines of this figure. By effective ap- 
plication of the electron microscope 
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and special replica techniques, the 
authors have been able to demon- 
strate that this theoretical picture is 
borne out in fact, and they were 
able, at the same time, to measure 
cell sizes and pore sizes under vari- 
ous conditions. 

After forming an anodic oxide 
coating on aluminum, stripping it 
without affecting the base metal, 
forming a replica of the surface from 
which the oxide had been stripped, 
and finally separating the replica, 
the authors prepared the electron 
micrograph of the replica which is 
reproduced in Fig. 2. The top of Fig. 
2 shows the hexagonal shape of the 
oxide cells and the bottom of the 
figure, which is a cross-section of the 
surface, shows that the base of each 
cell approaches a spherical section 
in shape. 

Figure 3 is an electron micrograph 
of the cell base structure of a coat- 


Fig. 2—Cell base pattern of 120 volt phos- 
phoric acid coating showing hexagonal 
cell structure (top), and contour of cell 
base (bottom). Electron micrograph. Ox- 
ide film replica. Magnification 35000 X. 
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... For Higher Lustre — 
Smoother Finish On Metal Parts 


Get a superior finish on metal parts with Super-Brite chips and com- 
pounds employed in the Grav-i-Flo Tumbling Process. These materials 
cut faster, eliminate need of transferring parts between roughing and 
finishing, and end subsequent operations such as ball burnishing. 


Grav-i-Flo cuts direct labor costs, too. Hundreds of companies are 
getting better finishing and deburring results, faster and cheaper. 
Check these advantages to improve your competitive position today! 


Grav-i-Flo Offers Complete Equipment and Supplies 
For All Your Tumbling Needs! 


Machines —5 sizes—66", 48”, 36", 32” 
and 24”. Cam locked doors with safety 
stop; unlined or rubber lined; constant 
or variable speed; J.I.C. controls; 
timers 5 min. to 20 hrs.; electric wir- 
ing and water piping. 


Compounds —Natural and synthetic 
deburring and finishing chips and 
highly developed compounds out- 
perform every type of tumbling 
process offered. 


Model 66” 
Two compartments 


Accessories — Separator and chip Investigate — Our representative 
grader, hoist pans, chip pans, wash-_ will visit your plant; or send 
out doors, screens, chip bins, unload- samples direct to us. Engineering 
ing boots, dip tanks. Service available to all users. 


SEND FOR CATALOG showing complete line of Grav-i-Flo equipment, accessories and supplies. 
gnaverree oe COOSHSSHSSSSHSSSHSSSHSHSSHSSHSSHSSSSESHSSHESSSSSEESEESEEE 
equit™ i a 
ywntinn SE GRAV-I-FLO CORPORATION, Department PF4, Sturgis, Michigan 


Please send complete catalog. [ | Have Sales Engineer call. |_|] We 
are sending samples for free processing. 


Company 
Name Position 


City State 


THE GRAV-I-FLO CORPORATION :[uncis. 
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Fig. 3 — Cell base structure of 30 volt 

phosphoric acid coating. Electron micro- 

graph. Oxide film replica. Magnification 
35000 X. 


ing formed at a lower voltage. The 
smaller cell size is noted. At this 
voltage, the initial pore-free barrier 
layer was thin enough, so that a 
transmission micrograph through 
the oxide layer itself showed the 
pore structure. The transmission mi- 
crograph showed that there are as 
many pores as cells and that the cell 
size and pore spacing are the same. 
This confirmed, qualitatively, the 
theoretical picture deduced for the 
oxide cells; namely, that each cell is 
a hexagonal prism with a spherical- 
ly shaped base, and contains a cen- 
tral pore which does not penetrate 
the full length of the prism. 

The authors then undertook quan- 
titative measurements of the cell di- 
mensions as they are affected by 
various operating conditions in dif- 
ferent electrolytes. Figure 4 shows 
the cell size of oxide coatings pro- 
duced at various voltages in 4 per 
cent phosphoric acid. When the cell 
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sizes are measured and plotted 
against the forming voltage a 
straight line is obtained which does 
not pass through the origin, but has 
a value of 330 Angstrom Units at 
zero voltage. Such a plot would be 
obtained if the thickness of the oxide 
cell wall increased linearly with volt- 
age, but the pore diameter remained 
constant. In that case the intercept 
at zero volts (330 Angstrom Units) 
would represent pore diameter. 
Since the cell size and shape can 
be determined from the electron mi- 
crographs, and the pore diameter 
from the plot of voltage versus cell 
size, all the information is available 
to construct a scale model of the 
oxide coating under any given op- 
erating conditions. This was done 


* 


80 VOLTS 


120 VOLTS. 


Fig. 4—Cell base patterns of coatings 

formed in 4 per cent phosphoric acid 

electrolyte showing increase in oxide cell 

size with forming voltage. Electron micro- 

graph. Oxide film replica. Magnification 
35000 X. 
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poor plating 
adhesion! 


Don’t let poor adhesion and stripped plate 
run up your reject rate and rob you of 
costly anode metal. You can filter trouble- 
making impurities out of plating baths 
with Red Label Darco S-51. 


Start CLEAN... Stay CLEAN 


. . . by filtering your plating solutions 
through Red Label Darco S-51. This 
highly efficient activated carbon, made 
especially for electroplaters, takes out 
harmful impurities quickly and economi- 
cally; helps you get bright, adherent 
finishes every time. 


Your nearby supplier stocks Red Label 
Darco S-51 in 10 and 50 pound cartons. 
Order a supply today, and use it regularly 
in your plating. 
Write for a copy of the article, 
“Filter Out Your Plating Rejects.” 


DARCO DEPARTMENT 
ATLAS POWDER COMPANY 


Darco General Sales Offices 


60 East 42nd Street, New York 17, N. Y. 
Atlas Powder Company, Canada, Ltd., Brantford, Canada 
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Electrolyte 
4% Phosporic acid, 75 deg. F. 
2% Oxalic acid, 75 deg. F. 
3% Chromic acid, 100 deg. F. 
15% Sulfuric acid, 50 deg. F. 





Table I 
PORE DIAMETER AND WALL THICKNESS VALUES OF OXIDE COATINGS 


Pore Diameter, Wall Thickness, 
Angstrom Unit Angstrom Unit/ Volt 
330 10.0 
170 o:7 
240 10.9 
120 8.0 








for the 120 volt phosphoric acid 
coating and is shown in Figure 5. 
Similar measurements were made 
for various other electrolytes and it 
was found that the relationship be- 
tween cell size, pore size, and form- 
ing voltage was the same for all elec- 
trolytes, but the values of cell size 
and pore diameter differed in the 
various electrolytes. The authors 
concluded from these measurements 
that the pore diameter is determined 


by the electrolyte and is not affect- 
ed by the forming voltage. The wall 
thickness is determined primarily 
by the forming voltage, but it is also 
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dependent upon the electrolyte be- 
cause the thickness of oxide built up 
per volt of applied potential differs 
from electrolyte to electrolyte. 
Since the cell size is the sum of 
the pore diameter and twice the wall 
thickness, it is determined by both 
the electrolyte and the forming volt- 
age. Table I shows the dimensions 
found for the oxide cells produced 
in the four anodizing solutions stud- 
ied. The cell size is obtained for any 
forming voltage by the formula, C 
= 2WE + P, where C is the cell 
size, W is the wall thickness in Ang- 
strom Unit per volt characteristic of 
— that electrolyte, E is the 
forming voltage, and P is 
the pore diameter of that 
electrolyte. 

The small size of these 
cells can be appreciated 
when one calculates the cell 
sizes, as the authors have 


Fig. 5—Structure of 120 volt 
phosphoric acid coating con- 
structed on cross-section of cell 
base pattern. Dimensions of 
pore, cell, cell wall, barrier, and 
radius of curvature are shown. 

(Illustrations courtesy 

The Electrochemical 

Society, New York, N. Y.) 
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the 


handy STANDARD finishes will 


meet your SPECIAL finish needs! 


Special finishing needs DON’T 
always require special finishes! 
This broad line of Sherwin- 
Williams STANDARD Industrial 
Finishes has been developed to 
meet the vast majority of industrial 
product finishing requirements— 
WITHOUT the delays and added 
cost involved in ordering special 
formulations. 


Whether you finish wood or 
metal—whether your need is for 
unusual effects, or staple produc- 
tion items—you will find close-at- 
home convenience in these locally 
stocked materials. Consult your 
nearby Sherwin-Williams Branch, 
or write today for literature on 
Standard Industrial Finishes in 
which you are interested. 


SHERWIN-WILLIAMS 
INDUSTRIAL FINISHES 


The Sherwin-Williams Co. 
General Industrial Division, Cleveland 1, Ohio 


Please send literature on 


NAME 
COMPANY 
ADDRESS 
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done, from the data of Table I. With- 
in the range of 15 to 60 volts in each 
of these electrolytes, the number of 
cells per square inch varies from 
about 25 by 109 to 500 by 109. It 
was also observed that the thick- 
ness of the initial pore-free barrier 
layer formed in each of these elec- 
trolytes is about 10 to 25 per cent 
greater than that of the wall thick- 
nesses shown in the table. 

The information presented by the 
authors enables one to calculate the 
pore volume of any of the coatings. 
It is clear that pore volume de- 
creases with increasing forming volt- 
age. If one assumes that the pores 
are circular, then the pore volume 
may be obtained by the formula, V 

= 78.5 P*/C*, where V is the pore 
volume in per cent, P is the pore di- 
ameter, and C is the cell size. 

In discussing the significance of 
the results of this work, the authors 
point out that this data on the struc- 
tures and dimensions of porous 
oxide coatings may be used to for- 
mulate combinations of electrolytes 
and forming conditions which would 
produce oxide coatings having cer- 
tain specific desirable characteris- 
tics for particular applications. The 








VERTICAL DRUM TRUCK BOCh-_-DEUM CHA: 
Picks up 55 gal. drums, rolls them over for side 
draining. Becomes a rugged stand on 3” wheels. 


MORSE MFG. CO., INC. Zon Sirecne'n: 
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behavior of this type of anodic coat- 
ing is a function of four variables: 
pore size, cell wall thickness, the 
barrier thickness at the base of the 
pore, and the character of the oxide. 
The authors did not discuss the last 
variable in this paper. 

Of the dimensional variables, they 
showed that the barrier thickness 
and cell wall thickness are primarily 
a function of the forming voltage; 
that they cannot be greater than 14 
Angstrom Unit per volt, and are 
actually less by a factor depending 
on the nature of the electrolyte. Pore 
size was shown to be a function of 
the electrolyte and independent of 
the voltage. 

They indicate that the effective- 
ness of a sealing treatment is deter- 
mined by pore size, and that coat- 
ings with large pores, such as those 
obtained from phosphoric acid solu- 
tions, do not seal well in boiling wat- 
er. Large pore size is desirable, how- 
ever, if one wishes to electroplate 
over the anodic coating. To develop 
hardness and wear resistance in a 
coating, one requires smaller and 
fewer pores. This can be obtained 
at high voltages with an electrolyte 
which produces small pores. Since a 
corrosion resistant coating also re- 
quires few and small pores, and in 
addition, as thick a barrier layer as 
possible, it may also be produced 
under high voltage conditions in 
similar electrolytes. 

Keller, Hunter, and Robinson 
have ably demonstrated the applica- 
tion of a new tool to the solution of 
a complex, interesting, and import- 
ant problem in the structure of coat- 
ings on aluminum, and have obtain- 
ed results of both theoretical and 
practical interest. 
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WAGNER BROTHERS FILTERS OFFER 


DOUBLE 
geome, fel. Bd 





LOW OPERATING COST 
LOW MAINTENANCE COST 


Consider two factors before you 
specify filtering equipment: 


1 The gallons of solution which can 
be efficiently filtered in a given 


period of time. 


2 The cost of maintaining the filtering 








mechanism. 





It's an established fact that Wagner Brothers Filters have a higher effective flow 
rate than any other equipment with equal filtration area . . . thus, gallon for gallon, it 
delivers more pure filtrate per hour at a lower unit cost. Sludge and other impurities 
(down to 1/10 micron) injurious to your plating quality are removed when the bath or 
solution is pumped through permanent membranes caked with a few cents worth of 
filter-aid (diatomaceous earth). 


To clean, you simply turn a few valves and reverse the flow. Air bump backwash shocks 
the caked filter-aid from the membranes and through the sludge drain. Maintenance 
costs are reduced to 2 that of ordinary industrial filters since there is no messy replace- 
ment of bags, sheets or pads, no manual cleaning labor, no dismantling. 


Standard models are available in capacities from 560 GPH up, filter areas from 3 to 
100 square feet. 


We design and build specials to suit your requirements. Write for detailed information 
and filtering questionnaire. If you're a plating equipment distributor, ask about ter- 
ritories open. 

Your primary source for plating and polishing equipment and supplies. 


432 MIDLAND AVE. ¢ DETROIT 3, MICHIGAN 


Chicago ¢ Rochester * Cleveland ¢ Cincinnati © St. Lovis * Indianapolis *« New York 
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PLATING 


FINISHING 


© EQUIPMENT 


Yew © MATERIALS 
© PROCESSES 


Decorator Press 

A decorator press for screen pro- 
cess printing on rigid sheet materials 
has been announced by General Re- 
search & Supply Co., 572 S. Division 
Ave., Grand Rapids 3, Michigan. 

Designed for printing and decorat- 
ing metal and plastic signs and name- 
plates, cardboard displays, book cov- 
ers and a variety of other items on ri- 
gid sheets of metal, plastic, cardboard, 
glass, wallboard, and plywood, the 
General Decorator Press will handle 
rigid sheets ranging from 8 by 12 to 
19 by 25 inches in size and from 0.010 
to 0.625 inch thickness. 

The speed range is from 1000 to 
2000 sheets per hour. The press can 
be fed by hand from an automatic 
stock lift, or by a conveyor system. The 
printed sheet is then delivered by 
tapes for the drying operation. 

The Decorator Press incorporates 
many features of the regular General 
Presses for screen process printing. 





‘‘Free’’ Cyanide Test 

Manufacturer: Universal Plating 
and Novelty Co., Inc., 348 West 36th 
St., New York 18, N. Y. 

A special alloy “Pencil” for deter- 
mining the approximate free cyanide 
concentration of high-speed copper 
plating solutions is immersed in the 
bath for 15 seconds. If the “Pencil” 
becomes copper coated, free cyanide is 
too low. If it become brass colored, 
free cyanide is in a safe working 
range. If “Pencil” retains clean appear- 








ance, free cyanide is too high. 

The “Pencil” can be used for several 
hundred tests. It is made ready for the 
test by sharpening in any automatic 
pencil sharpener. 





Multi-Stage Cleaning 
Machine 


The Equipment Division of the 
Magnus Chemical Company, Inc., 208 
South Ave., Garwood, N. J., has an- 
nounced an automation development 
for the metal working industry, the 
Magnus “Aja Lif” fully automatic 
multi-stage batch cleaning and _pro- 
cessing method. 

This equipment, invented and pion- 
eered by Magnus under the trade 
name “Aja Lif Automa- 
tic,’ consist of a series 
of independent, se] f- 
contained dipping units 
serviced by an automa- 
tic conveyor system. 

The dipping, raising, 
and transfer of the 
parts from one stage to 
the following stages is 
fully automatic, and in 
addition the work to be 
processed is vigorously 
agitated up and down 


View of Magnus ‘‘Aja-Lif Auto- 

matic’’ cleaning machine. Inset 

shows loading of machine from 
roller conveyor. 
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in each solution according to a pre-de- 
termined exposure time program. 

The entire operation is fully auto- 
matic. A timing device makes it pos- 
sible to vary the processing cycle ac- 
cording to technical requirements. The 
equipment is air powered. 

This versatile equipment can be de- 
signed for any number of stages, alka- 
line or acid, and also drying opera- 
tions. It requires no special foundation 
and can be installed in any existing 
production line. 

Magnus Aja Lif Automatic Ma- 
chines are designed for cleaning all 
types of metal parts ranging from 
small intricate parts in large batches 
to large hollow bodies. 

Literature available. 
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New EQUIPMENT, MATERIALS, PROCESSES © 


Flexible Abrasive Belt 
Grinder-Polisher 


Manufacturer: Hammond Machin- 
ery Builders, Inc., 1622 Douglas Ave., 
Kalamazoo, Michigan. 

The Model F-1 Flexible Abrasive 
Belt Grinder-Polisher, developed by 
Hammond, is designed for deburring, 
grinding, polishing, and finishing of 
hard-to-get-at areas of metal products. 

The polisher, available as a bench 
or floor model and furnished with a 
built-in dust collector if desired, is 
ideally suited for fabricating and fin- 
ishing departments as well as _ tool- 
rooms, machine shops, and mainte- 
nance departments. 

Features of the Model F-1 include 
the 10'%4-inch throat depth which 
makes possible the finishing of large, 
irregular shapes. The work table and 
platen ensure accurate grinding of flat 











‘Slightly Used BUFFS 


Air-Cooled 
Any Quantity — Any Size 


New Polishing Wheels 
Grain 
Glue 
Abrasive Belts 
Compounds 


Write today for details. 


“MICHIGAN BUFF CO., INC. 


| 3503 Gaylord Ave., Detroit 12, Mich. | 


Loose and Sewed 
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Bench Mode! F-1 Flexible Belt Grinder-Polisher 


surfaces, yet irregular contours can be 
polished by removing platen and work 
table. 

Bulletin 320 available. 





Skid-Proof, Corrosion 
Resistant Floor Coating 


NeoFloor is an economical and 
easily applied skid-proof surface coat- 
ing for concrete, wood and metal 
floors. Developed by the Pennsylvania 
Salt Manufacturing Company for use 
in plants, shops and other places where 
oils, greases and chemicals create safe- 
ty hazards and maintenance problems, 
NeoFloor provides safe, comfortable 
footing and long lasting surfaces which 
stand up under heavy traffic, heat ag- 
ing and other rugged conditions. 

As described by Robert R. Pierce, 
sales manager of Pennsalt’s Corrosion 
Engineering Products Department, 
NeoFloor is a grit-like material an- 
chored in a matrix of resilient neoprene 
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The experience of Watson-Standard Laboratories 
serves the metal coatings industry in many fields. 


We have developed successful systems of finishes which 
are currently being used for crown finishing, can decorat- 
ing, exterior signs, metal awnings, high heat finishes for 
heaters, anti-corrosion finishes, high speed coatings and 
many others. These are typical accomplishments. 


The Watson-Standard Laboratories 
have formulated coatings for many uses 
and methods of application. We will 
assist you with your coating problem. 


Welézre- Slazaderd 


co. 
225 GALVESTON AVE., PITTSBURGH 30, PA. 
NEW YORK OFFICE: 15 Park Row, New York 38, N.Y. © CHICAGO OFFICE: 55 E. Washington St., Chicago 2, lll. 
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and bonded firmly to the floor with an 
adhesive primer. Both primer and 
coating are supplied in liquid form for 
easy, quick-drying application with 
brush or roller. 

NeoFloor is a tough, tightly bonded 
material which is highly resistant to 
fumes, spillage from acids, alkalies, 
salt solutions and solvents at tempera- 
tures up to 220 deg. F. Also water- 
proof, NeoFloor is impervious to oils 
and greases and is easily cleaned with 
commercial detergents and cleaners. 

Additional information may be ob- 
tained from the Corrosion Engineering 
Products Dept., Pennsylvania Salt 
Manufacturing Company, 527 Widen- 
er Bldg., Philadelphia 7, Pennsylvania. 





Textile-Reinforced 
Disk Wheels 


Atlantic Abrasive Corp., 524 Pearl 
St., South Braintree 85, Mass., manu- 
facturer of Nu-Tex Mounted Points 
and Atlantic Grinding Wheels, has an- 
nounced the addition of Nu-Tex De- 
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pressed Center and Straight Disk 
Wheels to the Atlantic line. Designed 
for cutting, slotting, weld removal and 
rough grinding, these textile-reinforced 
wheels may be used on either portable 
or bench-type grinders. Their special, 
built-in resiliency provides a cushion- 
ed cutting action which reduces bounc- 
ing, holds wheel in close contact with 
work and distributes pressures evenly 
over grinding surfaces. A tough resin- 
oid bond with textile reinforcement as- 
sures extra protection against break- 
age and increases wheel life. 

Nu - Tex Depressed Center Disk 
Wheels are available in 7 and 9-inch 
diameters with thicknesses from ¥% to 
34-inch. Nu-Tex Straight Disk Wheels 
are offered in sizes ranging from 1/16 
to 14-inch. All Nu-Tex Disk Wheels 
are available in popular grit sizes. 
Grades range from 0 (hard) to 6 (soft). 





Paint Stripper 


Harstan Chemical Corp., 1247 38th 
Street, Brooklyn, N. Y., has announced 
the development of a 
brush-on paint stripper, 
Harstan No. 468. 

The stripper is a non- 
corrosive, non - flam- 
mable, and practically 
odorless liquid of a jel- 
ly-like consistency, de- 
signed to strip both bak- 
ed and air dried en- 
amels and lacquers. 

The stripper is ap- 
plied by brushing or 
flowing it on to the sur- 
face of the part and in 


Textile-reinforced Disk wheels 
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vacuum metallizing 


will reduce your 
finishing costs 


CVC's vacuum metallizing process produces a durable, sales- 
compelling finish without hand buffing and polishing in 
three low-cost operations 

First, an undercoat lacquer is applied by cither the spray 
or dip method. Then, a thin film of aluminum is evaporated 
on hundreds of pieces at a time in a CVC vacuum metallizer. 
Finally, an abrasive-resistant topcoat lacquer is applied. 
With the proper choice of dye in the topcoat lacquer, a gold 
finish can be simulated or many unusual metallic colors can 
be created 

The products illustrated represent a cross section of items 
completely finished with CVC's vacuum metallizing for a per 
unit cost of from 1 to 4 cents 

Send us samples of your product—it will cost you nothing 

see first-hand what CVC vacuum metallizing gives you in a 
low-cost, durable, metallic finish. Consolidated Vacuum Cor- 
poration, Rochester 3, New York. (A subsidiary of Consolidated 
Engineering Corporation, Pasadena, California. 





Consolidated Vacuum Corporation 
Rochester 3, N. Y. 





formerly 


— 7 
0 Pp) ‘ , 

10] yr designers and manufacturers of high vacuum equipment 

Vacvem Cqvinmont Bap? SALES OFFICES: PALO ALTO, CALIF. + CHICAGO, ILL. » CAMDEN, N. J. + NEW YORK, N. Y. 
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a matter of minutes it lifts the paint 
from the base metal. The loosened 
paint is then troweled or flushed away. 
Harstan No. 468 is formulated so that 
it stays on a vertical surface without 
evaporating or running down the sides 
for as long as necessary. 





Flow Gun for Ceramics 


Development of a precision flow 
gun — Model 31V — for use in the 
ceramic field has been announced by 
the Binks Manufacturing Company, 
3118-40 Carroll Avenue, Chicago 12, 
Ill. Its design represents two years ex- 
perimental work by Binks’ engineer- 
ing department in cooperation with the 
Hotpoint Co. which now uses the new 
gun in the production of ranges. 

The new gun, designed to replace 





Biggest Value 
in BACKSTAND IDLERS 


a 


Order from 
your Jobber 


hy 


Heavy Duty 
Hundreds used. 
GUARANTEED. 


Send for literature 








MATHEU TOOL WORKS, 2426 Clybourn, Chicago 14, Ill 
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Model 31V Flow Gun designed particularly for use 
in the ceramic field. Nozzle OB-283 (illustrated) 
deposits a 2-inch wide flow of material. 


cupping, was developed for use in por- 
celain enamel finishing. It flows ground 
coatings on quickly and smoothly. By 
using stainless steel parts and a spe- 
cial valve of abrasive-resistant mate- 
rial, the problem of rapid wear is avoid- 
ed. In addition to saving time and ma- 
terial, the 31V gun for ceramics is 
said to do a better job. 

For work of this kind a special T- 
shaped brass nozzle is used. The stem 
of the “T” attaches to the gun. The 
cross-bar consists of a hollow cylinder, 
both ends of which are closed. A 
lengthwise slot flows a 2-inch strip of 
material. By careful triggering, the 
flow can be precisely controlled. 





Open Mesh Abrasive 


Sand Screen, Carborundum’s non- 
clogging open-mesh abrasive material, 
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Room-Temperature 
Metal Cleaning 
Saves Screw 
Manufacturer 
$2200 a year! 


when you use N EW 
HOUGHTO-CLEAN | 


“eold’”’ cleaners** 


This substantial saving in heating costs alone, by changing to 
room-temperature Houghto-Clean, is enough to please any plant 
operator. But this manufacturer is now getting many other 
benefits besides: 

e Easier to mix 

¢ Temporary rust protection 

e Parts cool enough to handle 

e Longer solution life than hot cleaners 

¢ Improves working conditions by eliminating hot, steamy 

installations 

Write now for new Houghto-Clean bulletin, describing the 
unique room-temperature cleaning method for use in power 
washers on production lines. Address E. F. Houghton & Co., 
303 W Lehigh Ave., Philadelphia 33, Pa. Or ask the Houghton 
Man for a copy 


HOUGHTO-CLEAN COLD CLEANER 


a product of 





Ready to give you 
on-the-job service... 
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designed especially for sanding opera- 
tions where loading or glazing is 
problem, is now commercially avail- 
able in a variety of shapes and sizes 
from Carborundum Co., Dept. PF 82- 
46, Niagara Falls, N. Y. 

Extensively field tested in the sand- 
ing of ferrous and nonferrous metals, 
wood and paint undercoats and seal- 
ers, Sand Screen has been found to give 
longer life than coated abrasives. 

The sanding, screen-like abrasive 
is coated uniformly on both sides, 
with silicon carbide grain. Its unique, 
open-mesh construction reduces load- 
ing to a minimum, by permitting sand- 
ing residue to flow freely through the 
numerous openings, and also enables 
the material to be used on both sides. 
Through a recent development in the 
manufacturing process, it is now pos- 
sible to retain the sharpness of the 
abrasive grain on both sides. 

Sand Screen can be used wet or dry, 
for both machine and hand sanding 
operations. It comes in full sheets, cut 
sheets and discs, in grit sizes of 180 
and finer, and in standard 50-yard 





Portable Sandblast Gun 


—Complete— 
simply connect 
to air line 
Rugged 
a 
Efficient 
© 
A Real Performer 
handy in any shop 


Guaranteed 


$27.50 
Box 885 P 


LINDBERG PRODUCTS CO., Los Gatos, Calif. 








Sand Screen Abrasive Disc 


rolls up to 18 inches wide. 

The new material can be used flat or 
can be folded to any desired size for 
hand sanding. It can also be creased 
and torn readily into any desired 
width from a 9 by 11 inch sheet. 

In machine sanding, excellent re- 
sults are being obtained with Carbo- 
rundum’s Fastcut and Flexbac pads. 
An application now under test and 
showing promise involves the use of 
builtup wheels, made from Sand Screen 
discs, for light deburring and other pol- 
ishing operations. 





Corobond Resin Cement 


The Ceilcote Company, 4848 Ridge 
Road, Cleveland 9, Qhio, has an- 





DON’T BE FOOLED 
BY FALSE CLAIMS 


Originators of Micro-Lustre Finishers 





Fine buffing compounds are a com- 
x bination of the best of materials and 
years of manufacturing experience. 


ROBERTS. ROUGE COMPANY Sz 1997 


A LONG TIME TO 
CONTINUE SUCCESSFULLY 
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It's NEW 


Saves LABOR and Steam 


Temperature Regulator Helps Eliminate Costly Rejects 


for Plating ¢ Pickling 


Bendeciulae POWERS No. 11-MF Regulator 
Chromate Dips insures most effective use from 
Cleaning « Rinsing various solutions by holding them 
at the right ee auto- 

matically. in 


Plastic Thermal Bulb and Tubing is 
highly resistant to solutions used in 
above processes. Prevents electrical 
shorts. No insulators required for the 
regulator. 

Easy to Read 4” Dial Thermometer in- 
dicates temperature of liquid being 
controlled and makes it easy to adjust 
regulator for different temperatures. 
Bulletin 330 fully describes this simple, 4 
self-operating regulator. (b50) ™ 


THE POWERS REGULATOR CO., SKOKIE, ILL. 
Offices in over 50 Cities, see your Phone Book e¢ Established in 1891 
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nounced the availability of Corobond, 
an improved synthetic resinous bond- 
ing cement for brick and tile. The ma- 
terial resists the corrosive effects of 
acids, alkalies and solvents. Chief ad- 
vantage of Corobond resin cement is 
its superior workability and longer pot 
life which provides a greater working 
time prior to initial set, regardless of 
temperature. A mixture of acid hard- 
eners, acting on a delayed reaction 
principle, slows the initial hardening 
of Corobond and allows ample work- 
ing time when large batches are mixed. 
Corobond hardens with minimum 
shrinkage to an extremely dense ma- 
terial which provides high mechanical 
and tensile strength. 

Optimum workability of Corobond 
is obtained when mixed to manufac- 
turer’s recommendations. The mixture 
seldom requires additional liquid or 
powder because of compensating in- 
gredients which reduce excess liquid 
absorption. With every batch, masons 
or plant maintenance men are assured 
a perfect mix that fills joints easily 
and completely without running from 
between bricks. 





% “7, + Led 
Whe Keored Liquid Sulphur 
Most economical, most satisfactory 
method of 


STRIPPING COPPER. 
Brochure on request. 


Sulphur Products Co., Inc. 
228 McKEON WAY GREENSBURG 6, PA. 








Hiustration shows steps required in using Corobond 


The ability of Corobond resin cement 
to withstand acids, alkalies, solvents, 
hot water and live steam makes it 
ideal for the construction of acid pick- 
ling and neutralizing tanks, plating 
room floors, and other installations re- 
quiring acid or alkali resistance. 





Silicon Carbide Rubber 
Cushioned Abrasives 


A series of rubber-cushioned abra- 
sives compounded with silicon carbide 
has been announced by the Brightboy 
Industrial Division, Weldon Roberts 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
Write for Sample 





4316 Paul St., Phila., Pa. 
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@ When Whirlpool Corporation switched 

from hand spray to the Ransburg No. 2 
Process, paint mileage jumped approxi- 
mately from 8 washer cabinets to 
TWENTY-TWO cabinets per gallon of 
paint. Whirlpool, too, was the first to em- 
ploy the Ransburg ‘grouping” conveyor, 
especially suitable for use on washer or 
refrigerator lines. 

Along with this spectacular paint saving, 
Whirlpool reports a more uniform, higher 
quality finish on their home laundry prod- 
ucts. The number of repaint jobs was cut 
from 40% to less than 10%, and less than 
1% of these were due to defective paint 
application. 

Other economies are being achieved. 
The former 60-ft. water-washed, down- 
draft, hand spray booth was taken out, 
cutting maintenance, make-up air, and 


heat loss substantially. Since there is no 
overspray paint to be exhausted with the 
No. 2 Process, ventilation is needed only 
for solvent vapor, and make-up air was 
reduced accordingly. 

Appreciating the many advantages 
achieved on this cabinet line, Whirlpool 
put three more No. 2 Process Units to work, 
one on their dryer line . . . one on a mis- 
cellaneous parts line . . . and one on their 
wringer washer line in the Clyde, Ohio, 
plant. 

The Whirlpool story is another typical 
example of greater efficiency, increased 
production—at less cost—with the Rans- 
burg No. 2 Electrostatic Spray Process. 


Write for our brochure describing the 
No. 2 Process in detail. Or, ask for our 
sound and color movie which shows nu- 
merous on-the-job examples of the No. 2 
Process at work in plants all over the 
country. 


ELECTRO-COATING CORP. 


Indianapolis 7, Indiana 


April, 1954 


PRODUCTS FINISHING 


99 





Neu EQUIPMENT, MATERIALS, PROCESSES 


Rubber Company, Sixth Avenue and 
North 13th Street, Newark 7, N. J., 
pioneer in the rubber-cushioned abra- 
sive field. 


Silicon Carbide Rubber Cushioned Abrasives 


Brightboy abrasives will continue to 
be manufactured in compound with 
aluminum oxide, since the demand for 
this type of abrasive cushioned in rub- 
ber has shown a substantial increase. 

Both the aluminum oxide and sili- 
con carbide types of Brightboy are now 
being manufactured in an extensive 
variety of abrasive grain sizes ranging 
from extra coarse to extra fine. Bright- 
boy, compounded either with silicon 
carbide or aluminum oxide is made in 
wheels, discs, sticks, rods, cylinders, 
tablets and blocks for a wide range of 
machine and manual operations. 

Brightboy items in either aluminum 
oxide or silicon carbide feature rubber 
binders carefully compounded with 
abrasive grain, to achieve a resilient 
rubber cushion for the evenly blended 
abrasive. Both the aluminum oxide and 
the silicon carbide lines are particular- 
ly successful in removing heavy tool 
marks from forged aluminum, smooth- 
ing weld marks, polishing and burring 
stainless steel, and in many operations 
on both hard and soft metals. Bright- 
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boy products frequently speed produc- 
tion by performing four operations at 
once: burring, cleaning, finishing and 
polishing. 

Brightboy works on all metals and 
will do many jobs on plastics and lami- 
nated materials. The Brightboy Serv- 
ice Department will be glad to assist 
you with your finishing problems. 





Pickling Fume Depressant 


Cowles Chemical Company, 7016 
Euclid Ave., Cleveland 3, Ohio, has 
announced the addition of AA Com- 
pound to its Metal Cleaner line. 

Designed to reduce the hazards and 
discomforts of pickle rooms, AA Com- 
pound produces a foam blanket on the 
surface of the acid bath, smothering 
the fuming, fogging and spraying ac- 
tion which is very damaging to men 
and equipment. A white, granular pow- 
er, AA Compound is dust-free and 
slightly acid. Added directly to the 
pickle bath in quantities as small as 
three oz./100 gal.. of acid solution, AA 
Compound produces a blanket of foam 
which is stable and long-lasting. 

Acid action is not reduced in any 
way, and faster pickling operations are 
possible because the foam blanket 
keeps the heat in the tank, eliminating 
the loss of heat through fuming. The 
Compound rinses freely and complete- 
ly and keeps the acid bath clean by 
precipitating loosened dirt. 





Paint Spray Guns 


A completely redesigned series of 
four paint spray guns has been an- 
nounced by Sharpe Manufacturing 
Company, Los Angeles. Described as 
high performance, versatile and rug- 
ged, the new Sharpe guns incorporate 
precision gun heads with new super 
comfort grip handles. 
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Parker Rust Proof Company's corrosion test field at Morenci, 


Michigan. 


A crop of 6,400 metal panels is tended in 
Parker Rust Proof’s outdoor test field. The 
harvest is facts on the durability of various 
finishes over various metals. 

Conditions here are the same as are met 
by painted products in daily outdoor use. 
The sun and the wind, the rain, sleet and 
snow pound at these panels continually. 
Parker technicians watch each set of panels 


nt 
What weather does to finishes! Panel left, paint over 


untreated aluminum. Panel right, paint over Bonderite- 
treated aluminum. 11 months outdoor exposure. 


individually, observe their condition, chart 
results at regular intervals. 

This large-scale outdoor testing program, 
continuous since 1935, has helped build 
Parker’s great fund of valuable information on 
how to control corrosion. The facts we learn 
from the corrosion test field are passed on to 
guide our customers to more effective, more 
economical surface treatments for metals. 


K P e, P / / e —Reg. US. Pat O, 


ParRkRER RUST PROOF COMPANY 


21727 E. Milwaukee Ave., Detroit 11, 


Michigan 
BONDERITE 


Corrosion resistant paint base 


BONDERITE and BONDERLUBE PARCO COMPOUND 


aids in cold forming of metals 


PARCO LUBRITE 


st resistant wear resistant for friction surfaces 
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Of special im- 
portance in low 
cost parts replace- 
ment is the stand- 
ardization of tips 
and nozzles. A 
full range of air 
nozzles — inter- 
nal or external— 
interchange on all 
fluid tips within 
the line. 

A choice of two designs is offered. 
The first is an integral headstem as- 
sembly that connects with cup con- 
tainer for paint. The second substi- 
tutes a threaded fluid intake fitting for 
either a cup or for a material line. 

The models 20, 25, 30 and 35 com- 
prise the new Sharpe line. All feature 
few parts with resultant ease of clean- 
ing and service. 


Model 35 Paint Spray Gun 


Steam Cleaning Compound 


Oakite Products, !nc., manufacturer 
of industrial cleaning and allied mate- 
rials, has announced the development 
of a cleaning material, Oakite Compo- 
sition No. 93, specifically designed for 
use in steam-generating equipment and 
in steam guns where the solution is 
siphoned from an auxiliary tank. The 
material, the manufacturer reports, 
meets Federal Specification — Steam 
Cleaner (tentative) —P-S-00751 (G.S. 
A.-F.S.S.) 

Oakite Composition No. 93 is a 
white, free-flowing powdered material 
which is readily and completely soluble 
in water in a broad range of concentra- 
tions and use. It possesses exceptional- 
ly high sequestering ability and, when 
added to water up to 20 grains hard- 
ness, will show no precipitate or tur- 
bidity. Normal working concentrations 








Catalog sheets available. 





use 





ELECTRO-POLISHING 





CONCENTRATES 


SAVE TIME...SAVE LABOR... INCREASE PRODUCTION 
SMOOTHS ... BRIGHTENS . . . DEBURRS 


Removal of metal can be controlled down to .0002 of an inch. 
I ES SES NR gd ate Cone Kol 71010 
‘ AUSTENITIC STAINLESS STEEL. . ; XELECTRO-GLO #300 
MARTENSITIC STAINLESS STEEL. - ELECTRO-GLO ele) 
CARBON STEEL a 4,4, Oe] 0) mele) 


WRITE FOR COMPLETE DETAILS 


Etcctro-Glo COMPANY « 1432 SO. TALMAN AVE. © CHICAGO 8, ILL 
DISTRIBUTED BY 
BAKER DISTRIBUTING COMPAN 
1105 W. 11th St., Cleveland 13, Ohio 


WAGNER BROTHERS, INC. 
400 Midland Ave., Detroit 3, Mich. 
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Theve Gemou 
CHROMALOX ELECTRIC HEATERS 


Curved & 
Segment 
STRIPS 








And Cartridge Heaters 
e Immersion Heaters 
¢ Tubular Heaters 
STRIPS ¢ Rediant Heaters 





efficient, dependable electric heat. 


Easy 10 Tah oxnounrox 


Electric Heaters give clean, dependable, accu- 
rately controlled heat where and when heat is 
needed. They produce uniform and accurate 
temperatures by automatic or manual control. 
Low initial costs, low installation costs and low 
operating costs are among the advantages of 
using CHROMALOX Electric Heaters in tanks, 
ovens, air ducts, kettles and other applications 
requiring economical and efficient heat. 

Discuss your baking, degreasing, curing, and 
other heating requirements with a CHROMALOX 
Application Engineer. Let him show you how 
CHROMALOX Electric Units can help do your 
heating jobs more efficiently at less cost. 








WANT MORE 
FACTS? 


— 
CHROMALOX Request the useful booklet ‘101 


Ways To Apply Electric Heat." It 


ELECTRIC HEAT FOR MODERN INDUSTRY contains photographs and drawings 


showing Chromalox Electric Heaters 


at w in plants throughout the 
EDWIN L. WIEGAND COMPANY United States. Write today for your 


7552 Thomas Boulevard, Pittsburgh 8, Pa. copy. 1C-54 
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Pip For 


range between 4 and 4 oz./gal. of wat- 
er, into which the material is sprinkled 
and stirred until dissolved. Solutions 
of Oakite Composition No. 93 are non- 
toxic, safe, and pleasant for steam gun 
operators to use, since no offensive 
odors are evolved. 

Additional information about this 
steam-cleaning material can be obtain- 
ed from Oakite Products, Inc., 120 Rec- 
tor Street, New York 6, N. Y. ae 


PRODUCT LITERATURE 


PRODUCTION HANDLING EQUIP- 
MENT. Wilder Mfg. Co., Inc., Mechanic 
St. & Erie R. R., Port Jervis, N. Y., is 
distributing a catalog listing specifica- 
tions of various sizes and types of trucks 
useful in finishing shops. The steel trucks 
are of various kinds, as required for 
movement of material, for baking, clean- 


copies of Catalogs or Bulletins listed use 
READER SERVICE CARDS inside covers. 


mt 


ing, and other operations. All are mount- 
ed on swivel casters for easy movement. 


BARREL FINISHING BROCHURE. 
The Abbott Method of barrel finishing 
and an improved tumbling barrel are ful- 
ly described in a new four-color bro- 
chure recently issued by The Abbott Ball 
Company, 1084 New Britain Ave., Hart- 
ford 10, Conn. Intended to familiarize 
tumbling barrel users with a method of 
barrel finishing which employs the use 
of steel balls and shapes, the brochure 
also describes, in detail, the newly re- 
vised ‘Abbott Vertical Barrel with base- 
mounted motor, gear reduction drive and 
Color Dynamics finish. 

Because it covers all 
points of deburring and _ burnishing 
stampings, castings and other metal 
parts with steel balls and shapes, the 
literature also gives useful information 
pertaining to these materials. Some bar- 
rel finishing materials discussed are deep 
hardened and tempered for burnishing. 


the essential 























A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 


THE 
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Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Amazing Versatility 
at Packer-Matics 


TURNS “SPECIALS” INTO ROUTINE JOBS! 


tpt pak th 
you finish 


Cost-wise production men 
recognize and demand the flex- 
ibility, speed, and efficiency of 
these Packer-Matic completely 
automatic polishing and buffing 
machines. Whatever your finish- 
ing requirements — buffing, pol- 
ishing or deburring, regardless 
of shape, size or metal — Packer- 
Matics can do it faster, econom- 
ically and with greater uniform- 
ity than hand operation. 











Packer-Matics are espe- 
No. 4-24 CONTINUOUS ROTARY cially designed to meet your 
specific requirements. Production 
rates are boosted — buffing costs 
slashed while superior finishes 
are constantly maintained — 
each piece finished exactly alike. 
Packer-Matic engineers are al- 
ways ready to show you how 
improved finishing techniques 
can speed up production, in- 
crease your profits, reduce over- 
head. Write us today. 





No. 1 STRAIGHT LINE CONVEYOR No. 13-0 ROTARY INDEXING 


* 
y 


PACKER-MATIC 


AUTOMATIC MACHINES FOR BUFFING » POLISHING * DEBURRING 
THE PACKER MACHINE COMPANY © MERIDEN, CONN. 
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Others, used in conjunction with certain 
abrasives, are called ‘‘soft’’ metal shapes 
and contribute definite actions to cutting 
down and deburring operations. 


PROTECTIVE COATING BULLETIN. 
Not all products of iron, steel or alumi- 
num require the maximum in protection 
against corrosion and abrasion, but for 
those that do, Industrial Metal Protec- 
tives, Inc., offers Zincilate No. 100. 

One of several protective coating for- 
mulations produced by this Dayton, Ohio 
concern, Zincilate No. 100 is described 
fully in an illustrated bulletin just re- 
leased. Information on the proper use of 
Zincilate No. 100, including surface prep- 
aration for spray, dip, flow-coat or brush 
applications, is included. 

Copies of the bulletin are available 
from Industrial Metal Protectives, Inc., 
401 Homestead Avenue, Dayton 8, Ohio. 


FILTERS FOR PLATING SOLU- 
TIONS. An illustrated bulletin describ- 
ing horizontal plate filters for electro- 
plating solutions is available from Spark- 
ler Manufacturing Co., Mundelein, Il. 


BULLETIN NO. 760 lists specifications 
on standard sizes of rubber-lined units 
and iron or stainless steel filters. Design 
features of filter models for acid solu- 
tions such as bright nickel, acid copper 
and zine and nickel dip solutions are il- 
lustrated and described. Filters for cop- 
per, zinc, and eadmium cyanide plating 
solutions, and cleaners are listed and 
their features outlined. Specific filter 
construction for acid copper, pickling 
solutions, and dull nickel solutions, as 
well as a number of other plating solu- 
tions in this general category, is de- 
scribed in the informative bulletin. 


PLATING BARREL BULLETIN. An 
illustrated bulletin listing the many types 
and models of ribless plating barrels sup- 
plied by the company is available from 
Hardwood Line Mfg. Co., 2022 N. Cali- 
fornia Ave., Chicago 47, Illinois. Operat- 
ing details of the plating barrels are de- 
scribed and a number of different appli- 
cations are suggested. Tanks designed 
for heating with gas or steam are shown, 
as well as single and multiple barrel 
plating units. 

Specifications for the various models 
are included in the illustrated bulletin. 


Better Uniformity..Greater Efficiency 


” GEANRICH eecicvic 
Recirculating 


ELECTRIC - GAS - OIL - STEAM 


for Baking Organic Finishes 
Drying after Washing 
Low Temperature Heating 
Coordinated heating and air recirculation sys- 
tem assures safe uniform heating conditions 
to 500°, at minimum operating cost. 


Available in truck or rack loading types — 
18 sizes, as well as in bench and cabinet types 


— 3 sizes. | i QUICK 


Special ovens—batch or continuous types— 
built to requirements. xf DELIVERIES 


W. S. ROCKWELL COMPANY 


FURNACES * OVENS * BURNERS * VALVES * SPECIAL MACHINERY 


2904 ELIOT STREET ce FAIRFIELD, CONN. 


Sales Representatives in Principal Cities 
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finest stripper of all 


» 


nd 


es 
xy 


‘ Kalter , 
MRtHWesT CHEMICAL 
Le: 


cooceneenee E 


/ ising NORTHWEST drum 


“Step right up Gentlemen, you ain't seen nuttin’ yet.” And 
you haven't until you’ve seen Northwest's New Liquid 
Stripper #6 in action. This high-speed baby really “peels” 
all organic finishes from steel, magnesium, and zinc die 
castings in one performance—no two, three, or four run- 
throughs before the work is ready for re-painting. The closest 
approach to a universal stripper yet developed. 


Remember—YOUR COST Liquid Stripper # 6 is Safe—no fire hazard, no odor, no fumes, 
PER FINISHED ARTICLE if non-toxic e Liquid Stripper # 6 is Sure—parts are fully cleaned- 
1S THE TRUE COST OF metal surface is. unharmed—long life is assured—economy is 
YOUR CLEANER proven e Liquid Stripper + 6 is Soluble—converts paint film to 
soluble form which can be rinsed off with a water spray—con- 
tains no chemicals which cannot be flushed through sewers. 


Call your Northwest Cleaning Specialist about #6 and the 
other great Northwest Liquid Strippers for aluminum, sili- 
cones, and cold stripping. 





\ 4 ESB \ 
NORTHWEST CHEMICAL CO. 
9310 ROSELAWN . cs oi DETROIT 4, MICH. 


el 
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PORTABLE POWER TOOLS. Syntron 
Company, 452 Lexington Avenue, Homer 
City, Pa. has released CATALOG NO. 537, 
illustrating and describing its complete 
line of Portable Power Tools. 

It includes descriptive information and 
specifications on Syntron Electromagne- 
tic Hammers and Hammer Drills, the 
complete line of Portable Electric Drills, 
Screwdrivers, Nut Runners, Polishers, 
Sanders, and Grinders. Information is 
also included on the new Electric Impact 
Wrench. 


FAN ENGINEERING DATA BOOK. 
A wealth of ventilation engineering in- 
formation is included in BULLETIN A- 
108, ‘‘Fan Engineering Data,’’ issued by 
the Hartzell Propeller Fan Company, 
Piqua, Ohio, manufacturer of industrial 
air-moving equipment. 

Among the material selected by Hart- 
zell engineers for inclusion in this 16- 
page brochure are fans laws and formu- 
las, terms and definitions, recommended 
velocities for exhaust hoods, an air pres- 
sure conversion table, and charts cover- 
ing duct resistance, entrance losses and 
rectangular equivalents of round ducts. 

Other sections discuss fan installation, 
maintenance and lubrication, explain 
noise problems, and show the character- 
istics of various propeller and wheel 
designs. 





SURFACE TREATMENT OF METALS 
WITH PEROXYGEN COMPOUNDS, 
SECOND PART. New and improved 
methods of treating metal surfaces with 
peroxygen compounds are described in 
BULLETIN No. 51 published by the Buf- 
falo Electro-Chemical Company, Inc., 
Station B, Buffalo 7, New York. The new 


i ear 











Ano PROCESS EQUIPMENT 
SS © COMPLETE LINE OF 
PROTECTIVE COATINGS .. 


i... @ TANKS, FLOORS, FUME DUCTS 
Ke SS 


Over a Quarter Century of Experience 


CORROSION-PROOF 


MATERIALS +\CONSTRUCTION + SUPERVISION 


—. The CEILCOTE Co. 848 Ridge Rd. | 
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publication is based on additional re- 
search and development that has occur- 
red since Becco’s BULLETIN No. 39 on 
the same subject appeared last year. 

The types of surface treatments dis- 
cussed include bright dips, cleaning solu- 
tions, passivation and inhibitors. Metals 
involved in the tests and investigations 
reported are: steel, aluminum, brass, 
silver and stainless steel. 

The peroxygen compounds used in 
these new developments in metal surface 
treatment are hydrogen peroxide, com- 
pounds forming hydrogen peroxide in so- 
lution, persulfates and peracids. Details 
on their use, including numerous solu- 
tion formulas, are given, and examples 
are cited. 





CALROD* HEATING CATALOG. A 
1954 edition of the catalog on Calrod 
electric heaters and heating devices is 
available from the General Electric Com- 
pany, Schenectady 5, N. Y. 

Designated as GEC-1005E, the 60-page, 
two-color catalog describes the units in 
terms of application, special features, in- 
stallation, and pricing. 

More than 175 photographs and draw- 
ings illustrate the various products, in- 
cluding immersion, strip, cartridge, tu- 
bular, insertion, and fin heaters, melting 
pots, thermostats, switches, and oven 
heaters. 

Indexed by processes and application, 
the catalog also contains methods for 
determining power requirements and 
heat losses for many applications. An- 
other feature of the publication is an in- 
dex of industrial heating application 
bulletins, and data and_ specification 
sheets available. 


* Registered Trade Mark of the General Elec- 
tric Company. 


SOLVENTS and THINNERS 
RECOVERED 


from wash thinners, spoiled lacquers, 
degreasing machine sludge, etc. 
Solvents recovered by the Lofgren Process. 
Each customer's shipment, whether one drum 
or a carload, receives proper and separate 
treatment. Write to: 


Solvents Recovery Service, Inc. 
1025 Broad St. Newark 2, New Jersey 
Hammond Solvenis Recovery Service 
241 Brunswick Rd. Hammond, Ind. 
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KIRK AND BLUM 
INDUSTRIAL OVENS 


for BATCH 
PRODUCTION 





for TESTING or 
LABORATORY 


THE KIRK & BLUM MFG. CO., 






Specially designed to solve your problem . . . 
KIRK & BLUM Ovens meet all needs for dry- 
ing, baking, dehydrating or other more spe- 
cialized requirements. 


Often Kirk & Blum Ovens up to freight car 
size are shipped completely assembled, 
tested and ready to operate. Then, they can 
be connected and in use in a few hours, sav- 


- ing time and expense. Illustrated are typical 


installations which show the wide range- of 
KIRK & BLUM experience over more than 
4] years. 


lf you have an oven application, discuss it 
with a KIRK & BLUM Engineer. There's no 
obligation. Write for free literature. 


KIRK: Blum \ 


3116 Forrer St., Cincinnati 9, Ohio INDU STRIAL OVENS 








=. For more complete information on products and processes sonar 
use READER SERVICE CARDS inside covers. 


WOOL FELT CATALOG. American 
Felt Company, Glenville, Conn., has is- 
sued a new catalog of the COMMERCIAL 
STANDARD 185-53 WOOL FELT. 

The catalog contains 47 reference sam- 
ples divided into three classifications. 
Sixteen different types of mechanical roll 
felts, 18 types of sheet felts, and 13 types 
of roll felts for the apparel and decora- 
tive trades, are shown. 

The catalog has been prepared in com- 
plete conformity with a United States 
Government bulletin, ‘‘Commercial 
Standard 185-52 Wool Felt—A recorded 
Voluntary Standard Of The Trade,’’ pre- 
pared by the United States Department 
of Commerce in cooperation with the Na- 
tional Bureau of Standards. 





GAS-FIRED TANK HEATERS. BUL- 
LETIN F-1, being distributed by Eclipse 
Fuel Engineering Co., Rockford, IIl., 
lists specifications for, and describes the 
construction features and applications of 
gas-fired tank heaters for a number of 
industrial applications. Included are de- 
tails and data on gas-fired tank and coil 
units, ‘‘Externo”’ gas-fired tank heaters, 
‘“‘Imerso’”’ tank heaters. Operation of the 
gas burners is described, and details of 
tank construction are included. 


sMASKING TAPE: 


DIE-CUT TO YOUR EXACT SPECIFICATIONS FROM 


SCOTCH 


BRAND 
INDIVIDUAL PIECES © ANY SIZE OR SHAPE 
For quick, accurate masking operations. 


PHONE OR WRITE PA NO Cc 0 


166 HENRY STREET, STAMFORD, CONN. 
@eeeeeeoee eee e008 


KEM LUSTRAL ENAMEL. BRO- 
CHURE KL-511, available from Sherwin- 
Williams Co., 101 Prospect Ave., N. W., 
Cleveland 1, Ohio, an eight-page, two 
color booklet, explains the requirements 
met by Kem Lustral, lists advantages and 
features of the product, and explains the 
Customix service. Pictured and describ- 
ed are some of the various tests every 
batch or Kem Lustral must pass in order 
to meet Sherwin-Williams’ system of 
quality control. Application data and a 
chart of standard base colors are in- 
cluded. 





HILL ACME TOOLS FOR INDUS- 
TRY. Available from The Hill Acme Com- 
pany, 1201 W. 65th St., Cleveland 2, Ohio, 
is an illustrated folder outlining the prod- 
ucts manufactured by the various divi- 
sions of the company. 

Included is an illustrated description 
of the “Hill’’ Abrasive Belt Grinding 
and Polishing Machine. This machine is 
supplied in the Pinch Roll Type, for pre- 
finishing of sheets or blanked out shapes 
in flat form, both in individual units, or 
for progressive belt operations in con- 
tinuous line polishing. The machine is 
also available in the Hydraulic Table 
Type, or the Strip Type, for processing 
continuous lengths in coiled form. 





FINISHING SYSTEMS. An illustrated 
bulletin describing briefly the many prod- 
ucts of Granco, Inc., 317 Thirty-Second 
St., S. W., Grand Rapids 8, Mich., sup- 
plied to the finishing industry is avail- 
able from the company. 

These products include complete finish- 
ing systems, flameless gas burners, 
ovens, oven air heaters, flow coat sys- 
tems, air supply systems, parts washers, 
metal surface treatment systems, dust 
collecting and air handling systems, 
spray booths, and others. 

Design features, uses, and advantages 
of each of the several products are de- 
scribed in the bulletin. 





RALPH V. RULON, INC., 


ACID RESISTING MASTIC AND ACID PROOF BRICK 
FLOORING AND LINING CONSTRUCTION GIVES 


COMPLETE PROTECTION AGAINST 
ACIDS AND ALKALIES 


3900 No. 2nd St., Philadelphia 40, Pa. 


Acidproof Construction Contractors for Over 450 Years 
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A FEW OF THE MANY 


FORMAX 


PRODUCTS 


STYLE C-20 


CONTACT WHEELS 
and F-26 Belt Lubricant 


A C-20 flexible Contact Wheel will 

form itself to the shape of the work 

and permit the abrasive felt to 

polish contoured surfaces and F-26 

Abrasive Belt Lubricant will in- é l P P 0 B u F F s 

crease belt life by preventing load- These famous long-wearing buffs run 

ing and glazing. Produces finer, cool under all buffing conditions. Con- 

smoother and brighter surfaces structed of high count bias-cut cloth or 

through lubrication. sisal mounted on safe steel centers. 
Available in a wide range of densities 
and center diameters. 











A complete line of buffing compounds in bar form as well as in liquid form for brush or spray 
application. Also Flex-A-Giu polishing wheel cements. 


Our Laboratory and Sales Engineering staff would welcome the opportunity to be of help in solving 
your finishing problems. Send for descriptive literature 


cALEER 


MANUFACTURED IN CANADA BY JOHN GALLOWAY LTD., KITCHENER, ONT. 
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PNEUMATIC THERMOMETER CON- 
TROLLER. Pneumatic thermometer con- 
troller is described and illustrated in 
Bulletin 6401, available from Minneapol- 
is-Honeywell Regulator Company, Indus- 
trial Division, Wayne and Windrim Ave- 
nues, Philadelphia 44, Pa. Also shown 
are many of the applications and fea- 
tures of this automatic control instru- 
ment for controlling temperatures rang- 
ing from -40 to 1,000 deg. F. 





CLEANER AND BUFFING COM- 
POUND DATA. The Apley N. Austin 
Co., Dept. PF, Pequabuck, Conn., manu- 
facturer of buffing compounds and alkali 
cleaners has published data on polishing, 
bufring and coloring compounds, both of 
the water dispersable and the unsaponi- 
fiable type. The data given include the 
code, description and use of the bars as 
described from the point of view of the 
compound. There is also a cross refer- 
ence which gives the same data from the 
po:nt of view of the metal or alloy to be 
treated. 

Alkali cleaners are also discussed in 
detail. 

An important addition to the Solubar 


type buffing compound, which is water 
dispersable, is Solubar rouge, which aids 
materially the cleaning problem always 
prevalent when red rouge compounds are 
used. Data on these interesting com- 
pounds are also included. 





INSTRUMENTS FOR MODERN 
MEASUREMENTS is the title of a new 
34-page book published in two colors by 
Brush Electronics Co. It illustrates and 
describes over 37 different instruments, 
especially engineered and produced for: 
electrical measurements, physical meas- 
urements, resistance-welding measure- 
ments, textile measurements, ultrasonic 
energy applications, electro-acoustical 
measurements, etc. Several new instru- 
ments are included as well as improved 
models. 

Of special interest to research engi- 
neers, methods and production engineers, 
factory superintendents and other pro- 
duction and research executives, the 
book will be sent free of charge. Send 
request on company letterhead to Sales 
Promotion Dept., Brush Electronics Co., 
3405 Perkins Ave., Cleveland 14, Ohio. 





Only PARAMOUNT Felt Wheels do 


so many finishing jobs so well 


Just @ PARAMOUNT Wheel does all three: 


BUFFING 


Choose a Paramount Felt Wheel 
for your highlight buffing and 
enjoy finishes produced to your 
specifications . .. and get longer 
trouble-free service from your 


POLISHING 


Set up your wheel with abrasive 
grains (120-320 grit) for streak- 
less polishing or with greaseless 
compounds for satin finishes. Or 
use your wheel as a — 


CONTACT WHEEL 


Whether you're using belts for 
polishing or finishing, the wide 
range of sizes and densities of 
Paramount Felt Wheels make 
them ideal for your most 


wheel too! Or use the same 
wheel for — 


exacting work. 


Learn what the versatility of Paramount Brand Wheels can mean to 
your work and your finishing costs. Call your Supply House today for details. 


New Cataleg 
Answers your 
questions about 
felt wheels 


Just off the press — 
o new 12-poge 
catalog crommed with 
authoritotive finishing 
information. Send for 
your free copy today. 


Established 1825 \ \ 
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loacon Felt Company 


\ 
407 WEST WATER STREET © ‘TAUNTON \e MASSACHUSETTS 


Felt Does It Better | 
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Here’s how to cut your losses 
get better finished plated work — save time and labor 


More and more platers testify to the remark- 
able savings in operating time and labor that 
the “Sealed-Disc” Filter gives them. These 
Ll yor gg hago! a o- cost-minded platers get better finished plated 
iceus ‘ones Ghetien aabenaee, “ae work and have found that their solutions last 
will no longer worry about pit- lon ger. “‘Sealed-Disc” Filters, designed to 
pd spotting. poor adhesion, meet plating room requirements, are smaller, 
ormation of nodules, ete. : 
more compact and portable, than ordinary 
conventional filters. 
Regardless of the size or type of your installa- 
tion, there’s a “Sealed-Disc” Filter to “fit 
your job”. You can depend on a “Sealed- 
Disc” Filter for positive, trouble-free per- 
formance that’s proof against even the invi- 
sible impurities that cause nodules and por- 
ousness, proof against losses caused by rejects 
and reworking. Write for complete details or 
contact your regular plating supplier. 





Orner Atsop Pratinc Room Equipment 


J We manufacture a full line of Mixers and Agita- 
tors covering a complete range of sizes, for mixing, 


ENGINEERING CORPORATION blending, and dissolving. Stainless Steel Mixing 


Tanks are also available in a wide range of capa- 


Filters: Filter Discs ¢ Sheets-Mixers Agitators cities. For full details and illustrations write for 
B your free catalog. 
904 Keen Street Milldale, Connecticut 
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ELECTRIC BLUE M INDUSTRIAL 
TYPE BATCH OVENS. Three models of 
the Blue M Industrial Type Batch Ovens 
are described on a data sheet available 
from Blue M Electric Co., 306-308 West 
69th St., Chicago~ 21, Ill. Features and 
applications are listed. Page two is de- 
voted entirely to construction features 
and specifications. ° 





“BLAST CLEANING,” a new booklet 
written by Victor F. Stine, vice president, 
Pangborn Corporation, Hagerstown, Md., 
aims at explaining abrasive cleaning in 
a new way. 

Its purpose is to supply non-technical 
information to anyone who would like 
to know more about the possibilities of 
blast cleaning in his field. The story be- 
gins with a discussion of the three basic 
advantages of the process: faster clean- 
ing, cheaper cleaning, and improved 
quality of finish. This leads to a brief 
analysis of where it can be used and how 
the abrasive is forcibly propelled. 

Blast cleaning has experienced four 
major advancements which have helped 
industry increase production standards: 
the invention of mechanized cleaning 


equipment; the adoption of metal abra- 
sive; the use of centrifugal force; and 
gearing the cleaning department to the 
production line. These have all contrib- 
uted to the development of the complete- 
ly automatic plant, which is so close to 
hand. 

The economics of blast cleaning are 
discussed in terms of the type of surface 
to be cleaned, finish required in a speci- 
fied time, and the price per piece cleaned 
with lowest possible maintenance cost. 


PAINTS, A GUIDE FOR THEIR SE- 
LECTION AND USE FOR INTERIOR 
SURFACES. Prepared for the American 
Hotel Association, 221 West 57th St., New 
York 19, N. Y., by the York Research 
Corporation of Connecticut, this report is 
designed to cover the important problems 
of paints and painting. Part I is essen- 
tially a discussion of the composition of 
paint and how to apply it. Part II dis- 
cusses the methods used to test the vari- 
ous properties of the paints submitted 
for the project. A series of charts sum- 
marizing the test results on all accept- 
able paints is appended. 








BEFORE PRESSURE-BLASTING 


SATIN-FINISH, 
INTRICATE 
FILIGREE 

WORK... 
NO STOCK 
REMOVAL, 

NO ETCHING 
... WITH 
PRESSURE 

BLAST! 


MODEL A... ONE OF 
4 STANDARD UNITS. 
CUSTOM MACHINES 
DESIGNED TO FIT SPE- 
CIAL REQUIREMENTS. 
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747-7 WINDSOR STREET 
HARTFORD 5, CONN. 
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Sewing Machines? Adenine Posts? 
tTochiinn l Appliances ? 


NO MATTER WHAT YOUR INDUSTRY, YOU CAN 
BENEFIT AND PROFIT FROM YOUNG & BERTKE’S 


DUST and FUME CONTROL' 


Young & Bertke Dust and Fume Control systems increase 4 2 
efficiency of dust producing machinery, cut maintenance costs \ 
and downtime. National Sewing Machine Co., The Randall “ 
Company and Avco Mfg. Co., partners in progress . . . solved their 
dust collecting problems by building a web of safety around 
‘iron men'’ to maintain new, high speed operations and processes. 
Machinery, saw and sander dust was a common problem 
in their respective operations . . . but varied widely. 
Let Young & Bertke solve your problems by writing 
for Brochure and information chart, today. 


DESIGNED - FABRICATED - INSTALLED 


me YOUNG & BERTKE «=. 


DUST and FUME CONTROL * OVENS * SPRAY BOOTHS 
2291 BUCK ST. CINCINNATI 14, OHIO Teen Benin heen 


Let Us Modernize 
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DYNEL WINDSOR FELT. The physi- 
cal properties, chemical properties, filtra- 
tion characteristics, and typical applica- 
tions of Dynel Windsor Felt are listed in 
a Fact Sheet available from American 
Felt Company, Glenville, Conn. Issued by 
the Engineering and Research Division of 
American Felt, the Fact Sheet states 
that Dynel Windsor Felt is intended to 
be used as a filter press or vacuum filter 
mat where a high degree of clarity is re- 
quired. A sample of the material is in- 
cluded. 


ERTEL POSITIVE SEAL CYLINDER 
TYPE DISK FILTER. A catalog sheet 
produced by Ertel Engineering Corpora- 
tion of Kingston, New York, illustrates 
and describes the Ertel Cylinder Type 
Disk Filter Model ECD and the Ertel 
Model Down-Flow Filter. 

The Mode! ECD is stated to have many 
uses in many industries and is recom- 
mended for plating solutions such as cop- 
per, nickel, chrome, tin, and so forth. 
The ECF’ Down-Flow Model is recom- 
mended specifically for operations in- 
volving costly, volatile, or dangerous so- 
lutions. The following claims are made 
for the filter: keeps unfiltered material 


to minimum, prevents bypassing of un- 
filtered liquids, allows use of various fil- 
ter media, prevents loss due to leakage 
or evaporation, makes cleaning quick 
and easy. 

Design and construction features of the 
filters are shown by means of illustra- 
tions, and the principle of operation is 
shown by means of a cross-sectional dia- 
grammatic view of a typical filter unit. 





PROTECTION WITH PARLON. Thir- 
ty-five case histories of the successful 
use of protective coatings based on chlor- 
inated rubber are included in a booklet 
available from Hercules Powder Com- 
pany, Wilmington 99, Delaware. Water 
and sewage works, paper mills, storage 
tanks, and chemical and food processing 
plants are among the installations located 
from coast to coast where Parlon-based 
coatings have been photographed after 
long-term exposure to a variety of corro- 
sive environments. Also included in the 
twenty-page booklet are performance 
data on Parlon finishes and instructions 
for applying Parlon paints by brush or 
spray to metal, wood, and various ce- 
ment and asphalt surfaces. 














Speed Up Your Finishing Operations 
with CENTRAL POLISHING MACHINES 


Hydraulically operated. Anyone can operate. Extremely 
versatile. Handle long lengths, extrusions, sheets and 


many odd-shaped pieces. 


Polish extrusions and sheets 


their ENTIRE LENGTH. Polishing stroke quickly adjustable 
2 inches to full capacity. Our patented Hydraulic Contour 
Device permits the finishing of a wide variety of shapes 


and contours, 


® Polishes extrusions 
and sheets complete, 
end to end. 

@ Simple operation. 
Women run them. 

© Adjustable stroke 
2” to full capacity. 
Machines, 
7 to 21 foot stroke. 


FULL INFORMATION 
ON REQUEST. 


H-M 84 
HORIZONTAL MACHINE 
(Guards removed to show de- 
tail) 7 to 21 foot stroke. Table, 
30” or 40” wide. Table oscil- 

lates at turn of valve. 


CENTRAL MACHINE WORKS 


72 COMMERCIAL ST. 
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AUTOMATIC REGULATION is in top section of plating power supply. Operator sets desired 
voltage level on control station near tank, and automatic regulation maintains his setting. 


Automatic Regulation on G-& Plating Power Supplies 


Increases Productivity and Reduces Costly Rejects 


Once you have set the voltage or current 
on an automatically regulated General 
Electric Plating Power Supply, no further 
adjustments are needed. Automatic regu- 
lation maintains your setting within +2 
per cent, regardless of variations in line 
voltage or tank load. Equipment is avail- 
able to automatically regulate voltage or 
current, or both. 


SAVINGS—Automatic regulation saves you 
money several ways. There is no need to 
check and adjust current or voltage. By 
eliminating human error, it assures work 
of more uniform quality. It facilitates con- 
tinuous production without expensive 
shutdowns for maintenance or adjust- 
ments. Finally, it greatly reduces rejects 
caused by current or voltage variations. 


FLEXIBLE—Automatic regulation will main- 
tain any setting between 16 and 100 per 
cent of rated voltage, or 10 and 100 per 
cent of rated current. It is available as an 
integral part of G-E plating power sup- 
plies, or can be added later to manually 
controlled units. 


MORE INFORMATION is available from any 
authorized G-E agent, or by writing Sect. 
464-15E, General Electric Company, 
Schenectady 5, N. Y. 





BARREL PLATERS 


Economical, 12-volt barrel platers 
are available in ratings from 500 
to 2000 amperes. Your nearest 
agent has full information. 











GENERAL @@) ELECTRIC 


as 





Lifetime finish applied to movable 


Panels, doors and fittings for Movable Interiors are given a prime coat of enamel in 
DeVilbiss Water-Wash Spray Booth — one of eight at The E. F. Hauserman Company. 


DeVilbiss helps you get the most from the spray method 


Automatic spraying is cutting costs for many 
manufacturers. DeVilbiss has a wide variety 
of standard automatic spraying machines to 
serve you. 


Spray Guns Spray Booths 
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walls with DeVilbiss equipment 


The E. F. Hauserman Company uses 
eight DeVilbiss Spray Booths in its busy production line to 
paint movable wall panels, doors and fittings. 


“We like DeVilbiss’ versatility for 
our Movable Steel Interiors . . . it 
does a good job for us,” says Don 
Clapp, general superintendent of 
The E. F. Hauserman Company, 
Cleveland, Ohio — the nation’s old- 
est and largest manufacturer of 
movable partitions and wainscot. 


One of the attractive, money- 
saving features of Hauserman Mov- 
able Interiors is that they'll stay 
new looking almost indefinitely 
without repainting! This feature 
alone saves thousands of dollars in 
maintenance costs for offices, 
schools, laboratories, hospitals and 
industrial plants that use Hauser- 
man Movable Interiors. Hauserman 


uses DeVilbiss equipment exten- 


sively — Spray Guns, Spray Booths, 
Pressure-feed Tanks, Hose and 
Connections — to apply its exclu- 
sive, lifetime surface finish to its 
products. 


If you, too, would like to get the 
most from the spray method, get 
full data about DeVilbiss equip- 
ment from your nearest DeVilbiss 
jobber or branch office, today. Or 
write us direct for free literature. 


THE DEVILBISS COMPANY 
Toledo, Ohio 


Santa Clara, Calif. ¢ Barrie, Ontario 
London, England 


Branch Offices and Distributors in Principal Cities 
Throughout the U. S., Canada and the World 


” ego ROE 


~ 


FOR BETTER SERVICE, BUY 


DeEVILBISS 


Hose and Connections 


Air Compressors 
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NEW PLANTS 


The world’s largest epoxy resin plant 
has just been brought on stream in 
Houston, Texas, by SHELL CHEMICAL 
CORPORATION, it has been announced 
by C. W. Humphreys, manufacturing 
vice president. The plant will triple the 
company’s supply of Epon resins, mate- 
rials in great demand in both the sur- 
face coatings and the structural fields. 

As part of this same expansion Hum- 
phreys said Shell Chemical is also open- 
ing a bis-phenol-A plant, which makes 


Houston, Texas, epoxy resin piant of shell 
Chemical Corporation. 
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this new unit independent of outside 
suppliers for this component of Epon 
resins. The manufacture of epichlorohy- 
drin, the other chief component of these 
resins, was pioneered by Shell Chemical. 

Since they were first made available 
in 1947 these resins have had an accept- 
ance that has been spectacular even in 
the fast-growing resins and plastics 
field. Paints formulated on Epon resins 
are being used by virtually all washing 
machine manufacturers, due primarily 
to their unusual resistance to alkalies 
and detergents. For the same reasons 
they are being adopted in a variety of 
other applications —in linings for con- 
tainers of corrosive chemicals; in indus- 
trial maintenance paints where corrosion 
resistance is a must. 


COMPANIES 


A steady increase in the sales of indus- 
trial cleaning and metal treating com- 
pounds during the coming years was fore- 
cast by John A. Carter, president of 
OAKITE PRODUCTS, INC., in a talk 
before the company’s division managers 
at their annual conference in New York’s 
Hotel Roosevelt. 

“The rapid advances made in mechan- 
ized cleaning over the past few years 
have cut production costs and stepped 
up both the quality and rate of produc- 
tion,’’ Mr. Carter stated. He cited the 
savings made possible in the metal in- 
dustries by combining cleaning and phos- 
phating in one spray-washing operation; 
in the food industries by the use of hot- 
spray cleaning; in the dairy industry by 
new in-place cleaning techniques; and 
in the petroleum industry by circulating 
cleaning solutions through equipment. 
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Chicago Rubber Company’s amazing new R54 contact wheel 
cuts better—faster—longer and will substantially reduce 
your grinding and polishing costs 3 ways. 


This precision machined and 
accurately balanced wheel is 
easily and quickly knocked 
down and reassembled for 
tire replacement or change. 


17'S THE WHEEL THAT DOES THE WORK” 
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Replace only the rubber tire when 
necessary instead of the entire wheel. 


Choose from a complete assortment 
of tire treads for different grinding 
operations, still using the same wheel. 


And as usual Chicago Rubber Com- 
pany’s R54 contact wheel allows you 
to get the most wear from your abra- 
sive belt—more than you ever got 
before. 


There is a replaceable rubber tire 
with proper tread for every grind- 
ing requirement and ir a wide variety 
of durometer ratings. Write for de- 
scriptive literature. 


CHICAGO RUBBER 
‘COMPANY, INC. 


4 
\\ 


Main Office & Factory 


2620 N. Clybourn Ave. chitgae 


Makers of the COSMOWHEEL 
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Reviewing the history of the company, 
Mr. Carter pointed out that Oakite is 
continuing its program of expanding its 
present field service staff of more than 
215 men, and that the company’s research 
and service laboratories wiil move to lar- 
ger, more modern quarters at 350 Hudson 
Street, New York City, about April 1. 


The PROMAT DIVISION of POOR & 
COMPANY, Waukegan, Illinois, has ap- 
pointed INDUSTRIAL MATERIALS 
co., 383 Brannan St., San Francisco, 
Northern California distributor for Pro- 
mat metal finishing processes. Included 
in the line will be Probrite White Alloy, 
Promat copper, cadmium and zinc elec- 
troplating processes and Promat chro- 
mate treatments. 

Howard J. Lackey, Jr., owner of Indus- 
trial Materials Company, is a graduate 
of the University of California at Berke- 
ley. The firm’s activities cover Central 
and Northern California. 


Dee F.. Mosher, vice president of LEA- 
MICHIGAN, INC., Detroit, Michigan, 
has announced the new company name, 

which formerly was 
Lea Mfg. Company 
of Michigan, Inc. 
Lea-Michigan, an 
affiliate of The Lea 
Mfg. Company of 
Waterbury, Conn., 
manufactures Lea 
Gripmaster Polish- 
ing Wheel Ce- 
ments, Lea Liqua- 
brade—liquid buff- 
ing compositions 
—and other related 
Lea surface finish- 
ing products and 
processes for the 
buffing, metal pol- 
ishing and plating 
industry. 
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SPECIAL CHEMICALS CORPORA- 
TION has moved its office facilities to 
new and larger quarters at the Ossining 
plant. New company address is: 100 S. 
Water St., Ossining, N. Y. 


THE RAPID ELECTRIC COMPANY, 
2877 Middletown Road, Bronx, N. Y., has 
announced the appointment of Ardco, 
Inc., 5000 W. 73rd St., Chicago, Ill., as 
exclusive factory representative in the 
metropolitan Chicago area. Ardco, Inc., 
will handle all aspects of the distribution 
of Rapid Electric Precision Engineered 
Selenium Rectifiers, and will be available 
for consultation on installation and en- 
gineering of the rectifiers for electroplat- 
ing and finishing plants. 


THE LACQUER & CHEMICAL COR- 
PORATION, Brooklyn, New York, has 
announced the formation of the Alaka 
Plastic Specialties Division which will 
manufacture and sell plastisols, organo- 
sols and latex compounds, as well as 
styrene, acetate, butyrate, vinyl, acry- 
lic, and vacuum metallizing coatings. 

Several areas in the East are still open 
for manufacturer’s representatives. 


The 200th anniversary of DEVOE & 
RAYNOLDS CO., INC., was celebrated 
recently at a banquet in the Roosevelt 
Hotel, New Orleans, La. President W. 
C. Dabney and Chairman of the Board 
E. S. Phillips told the company’s sales- 
men, gathered in New Orleans for a re- 
gional meeting, that the opening of the 
third century of the company’s exist- 
ence, marked a new era of expansion 
and vitality for this nationally known 
paint manufacturer. 

Karl Schneidau, New Orleans branch 
manager, was present along with other 
local Devoe representatives and sales- 
men from 12 states. 

At the annual sales meeting, J. Harold 
Kolseth, vice pres- 
ident in charge of 
All Trade Sales Di- 
visions, said that 
the paint industry 
expects to surpass 
last year’s record- 
breaking sales vol- 
ume. 


Plant of Lea-Michi- 
gan, Inc. 


April, 1954 


Se meaner are 


inn llth 








LAYZK@) OVERHEAD MOTOR DRIVES 


ee ees dhe ota a a 
plants, nc Metal Service, Inc., Cin- INCREA SE 4 RO D UC T/ 0 N 


cinnati, Ohio, chose LAZO Lucite Plat- 
ing Barrel, Full Cycle Unit(s) to expand ie 5 & it 
its plating facilities and greatly in- y j 
crease production. 

Several views of LAZO equipment are 
shown herewith. 


Get the latest facts on how LAZO can 


efficiently and economically improve 
your production. No obligation. 


Write for new 1954 Catalog Now. 


BF nani 


HARDWOOD LINE Mfg. Co. 


Lucite Cylinders for Complete Cycle Plating 
\ Unexcelled Service 


\ 
2022 N. CALIFORNIA AVE.A@ CHICAGO) 47) ILLINOIS @ ae 2-9393 
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Sales for Devoe & Raynolds in 1953 
were the highest in the 200-year-old 
firm’s history, he revealed, and percent- 
age-wise were higher than the industry’s 
overall increase. 


An “Open House’’ to demonstrate a 
new hard chrome plating unit will be 
held by WAGNER BROTHERS, INC., 
in Detroit, from April 12 through April 
17, 1954. The invitation to attend is of- 
fered to anyone with problems associated 
with the wear and abrasion of parts 
such as cutting tools, bushings, shafts, 
and the reclamation of undersize parts. 

Cutting tool life has been increased 
up to 1000 per cent by their hard chrome 
surfacing method, the company states. 
Employing the ‘‘Morey Process,’’ the 
complete set of five tanks, five rectifiers, 
a fume separator, automatic heating ele- 
ments and controls enables manufactur- 
ers to set up their own production hard 
chrome department with a minimum of 
installation cost and provides precision 
deposition and control of plate thickness 
and greater throwing power into grooves 
and recesses. Included in the package is 
two weeks of thorough instruction en- 
abling an inexperienced operator to get 
precision results formerly obtainable on- 
ly by experts, according to the company. 

The actual hard chrome plating pro- 
cess will be demonstrated daily from 4:00 
P.M. at 7515 Lyndon, Detroit. Guests are 
welcome to submit items for plating 





Buffet refreshments will be served. Visit- 
ors are requested to write O. H. Tiede- 
man, c/o Wagner Brothers, 432 Midland, 
Detroit 3, Mich., on business letterhead, 
stating type of part to be processed. 


Drums recently used by the MAGNUS 
CHEMICAL CO. of Garwood, New Jer- 
sey, have been redesigned by Jim Nash, 
industrial designer, New York. The large 
drums for the variety of chemical clean- 
ers and lubricants manufactured and 
distributed under the Magnus trademark 
have been changed to a dramatic orange, 
blue and white design on which the 
trademark and brand name are dramatic 
and eye-compelling. 

Against an orange background a large 
white triangle pointing toward the bot- 
tom of the drum forms the background 
for the trademark, and at the same time 
creates the illusion of a larger drum. 
The new trademark, also designed by 
Jim Nash, is a bright blue globe of the 
world and has thin longitudinal and lati- 
tudinal lines in bright orange. A hand 
in the position of cleaning the world ap- 
pears on the lower right side of the globe, 
also in bright orange. The signature ap- 
pears in white on the orange part of the 
drum. 

“The Magnus drums serve as moving 
billboards for the company,” said Rus- 
sell D. Kreie, advertising manager for 
Magnus Chemical. ‘‘On the trucks rolling 
along highways, on flat cars, in railroad 


Hard Chome Plating Unit 
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GEAR TOOTH 
AFTER CUTTING 


BURRS REMOVED 


AND SURFACE JUNCTURES BLENDED 


BY BRUSHAMATIC 


y 
See how you get 
better quality at lower cost! 


HESE magnified, unretouched photos show the comparison of gear 

teeth surfaces when burrs are removed by hand and when burr removal 
and blending is done by the Osborn Brushamatic.* The blended surface 
junctures have no scratches to concentrate stresses. Their uniformity and 
smoothness mean superior performance and greater life expectancy. 


You not only get greater quality when you remove burrs and blend with 
the Brushamatic...This push-button method boosts output per manhour 
as much as 5 to 10 times. Scrap loss is nil. It saves floor space and it is 


neat and clean. 

The Osborn Brushing Analyst will gladly help you find out how you 
can improve your products and cut costs with this new technique. Call 
your OBA today or write The Osborn Manufacturing Company, Dept. 0-16, 
5401 Hamilton Avenue, Cleveland 14, Ohio. 

INFORMATION: Write today for your copies of Booklets on Automatic Deburring and 
on Brushamatic Machines. 


20 times as fast. Here, the Osborn Brusha- 
matic removes burrs and blends counter 
balance bearings for aircraft engine. With 
former method, output was 6 parts per hour. 
Present Brushamatic rate is 120 parts per 
hour. Results are perfectly uniform... piece 
after piece. 
See the Brushamatic in operation 
at the ASTE Show, Booth 627. 


Chie Prahaastter 


BETTER QUALITY... . LOWER COSTS... AT THE PUSH OF A BUTTON 
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Magnus Chemical Drum 


warehouses and on shipping wharves, 
wherever the drums are seen, they ad- 
vertise Magnus chemicals.”’ 


The recent meeting of CHANDEYS- 
SON ELECTRIC COMPANY distribut- 
ors, held to inaugurate the 50th anni- 


versary of the company’s founding, in- 
cluded a program of information and 
education on the company’s products and 
manufacturing facilities. Engineering 
considerations, manufacturing  techni- 
ques and marketing methods were cov- 
ered in the brief training courses pre- 
sented to the distributors. 

Distributors of Chandeysson products 
are: Alert Supply Co., Los Angeles 58, 
Calif.; The Chemical Corp., Springfield 
9, Mass.; Donald Sales & Mfg. Co., Mil- 
waukee 13, Wis.: Lamkin Brothers Co., 
Pittsburgh 22, Pa.; LaSalco, Inc., St. 
Louis 4, Mo.; J. C. Miller Co., Grand Ra- 
pids 3, Mich.; C. C. Mitchell Equipment 
Co., Sylvania, Ohio; Munning & Munn- 
ing, Inc., Newark 5, N. J.; Munning & 
Munning, Inc., New York 7, N. Y.; 
George L. Nankervis Co., Detroit 23, 
Mich., George A. Stutz Mfg. Co., Chi- 
cago 12, Ill.; and W. W. Wells, Ltd., 
Toronto, Ont. 2, Canada. 


The Board of Directors of INDUS- 
TRIAL OVENS, INC., has announced 
that reorganization of Industrial Ovens 
has been completed in accordance with 
plans undertaken a year ago. 

Industrial Ovens, Inc., of Cleveland, 
Ohio, designs, manufactures and installs 
continuous materials handling and pro- 
cessing systems, generally involving the 
engineered application of heat. 

IOI’s design staff now offers register- 
ed engineering consulting service. A com- 
pletely equipped structural steel fabricat- 





During the recent 50th anniversary celebration of the founding of the Chande;,sson Electric Co., 


distributors of Chandeysson products were conducted through the firm's manuiacturin 


facilities 


so that engineering and design features of the products could be explained fully. 
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HARSHAW PERGLOW 
BRIGHT NICKEL 


Harshaw Perglow Bright Nickel 
. -. proved with more than 
227,000,000 ampere hours of 
successful operation. 
Harshaw Perglow is ready 


for you NOW! For complete 
details write or call today. 


THE HARSHAW CHEMICAL co. 


1945 East 97th Street, Cleveland 6, Ohio 


Chicago 32, Ill. Cincinnati 13, Ohis Cleveland 6, Ohio 
Wouston 11, ‘exas — Los Angeles 22, Calif. Detroit 28, Mick. 
Philadelphia 48, Pa. Pittsburgh 22, Pa. New York 17, WY. 
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ing and machine shop has been added to 
IOI’s manufacturing facilities. Addition 
of a sheet metal shop is planned for the 
near future. 

HOWARD R. RICHARDS has been 
elected president and general manager. 
He became associated with IOI in Octo- 
ber, 1952, as vice president and general 
manager. Previously he was a division 
plant superintendent for Armour & Com- 
pany. A registered engineer in Ohio, Mr. 
Richards is a member of the Profession- 
al Engineers Society. 

Newly elected Vice President SLOANE 
E. ALLEN has been employed by IOI 
since 1946. He was purchasing agent and 
general manager of Kindt Collins Com- 
pany prior to his association with IOI. 

LOUIS A. LITZLER, secretary of IOI 
and a practicing attorney, serves in a 
legal capacity. 

E. W. BAUMGARDNER, sales man- 
ager, has been employed by IOI since 
1946, serving as project engineer and 
chief engineer. He was a design engineer 
at National Carbon Company from 1937 
to 1946. 

A registered engineer in New York and 
Ohio, IOI’s new Chief Engineer A. V. 
ALEXEFF was employed by Babcock 
and Wilcox Company from 1937 to 1953 
as supervising engineer. He is a member 
of the Professional Engineers Society. 


MICHIGAN 
BUFF CO., INC., 
Detroit manufac- 
turer of buffs and 
polishing wheels, 
recently establish- 
ed a sales and 
service center in 
Cleveland. Taking 
over a warehouse 
at 1109 St. Clair 
Ave., Cleveland, 
Michigan Buff Co., 
has completely 
stocked the new 
location with pol- 
ishing wheels, new 
and used buffs, 
abrasive belts, 
compound, grain, 
glue, and various 
polishing, buffing, and finishing supplies, 
in order to give fast service in the great- 
er Cleveland and Ohio district. 

DENNIS DURBIN, a veteran of ten 
years’ experience in the polishing and 
buffing supply business, has been named 
manager cof the Clevelana location. 


Dennis Durbin 
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NEW POSITIONS 


Northwest Chemical Company, Detroit, 
Mich., has announced the appointment of 
MARION F. WILSON, as sales represen- 
tative in Kentucky, Tennessee, and parts 
of Indiana. 

Mr. Wilson is a graduate of the Uni- 
versity of Louisville, and a member of 
the American Society of Tool Engineers. 
He has worked with the metal finishing 
industry for the last several years, and 
this experience has been augmented by 
special training given by Northwest 
Chemical Company. 


I. H. Gallaher, president of Clover Mfg. 
Co., Norwalk, Conn., manufacturer of 
abrasive coated papers, cloths and fibre, 
and Clover Lapping and Grinding Com- 
pounds, has announced the appointment 
of WALTER R. TREZISE as sales man- 
ager. 

Mr. Trezise, formerly connected with 
Behr-Manning Corp., and Armour & Co., 
has a varied background in the field of 
coated abrasives. His previous sales con- 
nections have given him extensive ex- 
perience in the use of abrasives and the 
operation of various types of equipment 
for which they are best suited. 


DONALD L. 
PRICE has. been 
named sales man- 
ager of the Abra- 
sive Division by 
Norton Company, 
Worcester, Mass. 

Mr. Price, who 
has been sales 
manager of the 
Eastern Region 
since 1952, started 
with Norton in 
1920 as a mail boy. 
He later became 
stock man, and 
sales engineer. He 
later served as 
field engineer and 
was Detroit Dis- 
trict manager until 1949 when he was 
recalled to Worcester. 

He is an alumnus of Clark University 
and the Harvard Advanced Management 
Program. He is presently a member of 
the Defense Committee of the Grinding 
Wheel Institute, and the American Socie- 
ty ef Tool Engineers. 


Donald L. Price 
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WYANDOTTE 
s 


> NEW 


for water-wash 
WYANDOTTE iat Raia ” 


only 75* worth of 
“FLOTE” a day 
GavZ up to $3,500 


a year in maintenance 
costs ! 





and different / 


spray booth product, Whatever organic finishes you use, no matter what type 
““FLOTE,’’ eliminates water-wash spray booth you employ — new “F Lote” will 
post Foon gene increase operating efficiency and cut maintenance costs! 
paint buildup! Think of it! New “Fiore” added to your water system 
floats all types of sludge—even heavy primers — and 

keeps them afloat for easy skimming. 
“FLOTE” away your paint booth problems. For informa- 
tion on this new and different Wyandotte product — 

mail coupon today! 


CHEMICALS , Wyandotte Chemicals Corp., Wyandotte, Mich. 


WYANDOTTE CHEMICALS CORPORATION Send me further data on ‘‘FLOTE”’ [] 
Wyandotte, Michigan « Los Angeles 12, Calif. Heve a representative call [] 
Helpful service representatives in 138 = Name 
cities in the United States and Canada a Firm 


eeeeeeeeeeeeeeeeeeeeeee8@ Address 

Largest manufacturers 

of specialized cleaning 

products for business 
and industry 





City 
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Following his election to the presidency 
of Wallace & Tiernan Incorporated, F*. 
G. Merckel has announced the appoint- 
ment of the following sales personnel: 
vice president in charge of sales, ROB- 
ERT T. BROWNING; director of sales— 
W&T Division, WILLIAM A. HOCK- 
ETT; manager of field sales and serv- 
ice, RUSSELL C. CLEMENT; manager 
of departmental sales, VINCENT PISA- 
NI. Wallace & Tiernan Incorporated is 
the corporation formed by the merger 
of Wallace & Tiernan Co., Inc., and No- 
vadel-Agene Corporation. 

Mr. Browning has had wide experi- 
ence in both the chemical and equipment 
lines. He started some twenty-odd years 
ago as a field salesman and subsequent- 
ly held positions in the advertising de- 
partment, the Kooler-Keg Division, man- 
ager of Electro Rust-Proofing and most 
recently as director of sales and secre- 
tary of W. C. Hardesty Co., Inc., a Wal- 
lace & Tiernan subsidiary. He is a mem- 
ber of a number of technical and trade 
associations. 

Mr. Hockett began his career with 
Wallace & Tiernan in the Chicago office 
over twenty-five years ago and later 
went to the Indianapolis office. Later, 
he became manager of the Export Divi- 
sion with responsibility for all the com- 
pany’s foreign operations. He has been 
an active leader in international trade 
and technical associations. 

Mr. Clement has been associated with 
the Wallace & Tiernan field organization 
for over twenty-five years. For a good 
part of that time he was district man- 
ager in the Washington, D. C., office. 
After that he was made division man- 
ager at Newark with responsibility for 
all the northeastern part of the coun- 
try. His experience particularly fits him 
to his new duties and his activities with 
such associations as the American Water 
Works Association keep him in close 
touch with technical trends. 

Mr. Pisani, with over thirty-five years 
experience in the Wallace & Tiernan or- 
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(Left to right) Vincent 

Pisani, R. C. Clement, 

R Browning, W. 
A. Hockett 


ganization, has the 
background of main 
office sales opera- 
tions which will be 
invaluable to the 
new management. 
He has grown up with the company and 
consequently has acquired both the feel 
and technical knowledge so necessary to 
the selling of engineering equipment. 


CHARLES W. ENGELHARD, chair- 
man and general manager of the com- 
panies composing the Engelhard Indus- 
tries Group, has announced that he has 
relinquished his duties as president and 
that GORDON V. RICHDALE has been 
elected to that position. 

Engaged primarily in refining and 
working precious metals, the Engelhard 
Industries constitute one of the world’s 
largest houses in this field. It operates 
manufacturing and sales companies in 
Europe, South Africa, Australia, Japan 
and Latin America as well as in the 
United States and Canada. 

Mr. Richdale comes to his new position 
after fourteen years in the gold mining 
industry of South Africa where he was 
a director of the Rand Mines Group. He 
organized the Harmony Gold Mining Co., 
Ltd., in 1949, becoming its first chairman 
and managing director; and he held the 
same positions with City Deep Ltd., East 
Rand Proprietary Mines Ltd., Central 
Mining Free State Areas Ltd., Exchange 
Yard Proprietary Ltd., Transvaal Gold 
Mining Estates Limited, and South Afri- 
can Forest Investments Ltd. Collateral 
interests included directorships in com- 
panies producing cement, coal, wire rope 
and boxes. 

The companies of which he becomes 
president include American Platinum 
Works, Amersil Company, Inc., Baker & 
Co., Inc., Charles Engelhard Inc., East 
Newark Realty Corporation, Hanovia 
Chemical & Manufacturing Co., Irving- 
ton Smelting & Refining Works, and Nie- 
der Fused Quartz Co.—all of which are 
located in the Newark area; also the D. 
E. Makepeace Co., Division of Union 
Plete & Wire Co., of Attleboro, Mass., 
and the National Electric Instrument 
Co., Inc., of Elmhurst, L. I. 
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“We tried all makes 
«9=found Nankervis best!’ 


That’s Mr. Jim Taylor speaking. 
He’s supervisor of finishing opera- 
tions, Black & Decker Manufactur- 
ing Company, Towson, Maryland. 


He's referring toa tough problem 
in automatic buffing recently en- 
countered in his plant. The buga- 
boo was the many contours and 
“hard -to-get-around” projections 
on an aluminum casting fora B&D 
electric saw. A standard buffing 
machine had to be altered .. . and 
Nankervis applicators were given 
the job of feeding bar compound 
to specially-constructed buffs. 


Mr. Taylor says, ‘‘We are now 
using 30 Nankervis applicators on 
this job. We tried all the different 
makes available and found Nan- 
kervis tops. They apply just the 
right amount of compound to the 
buff—they’re easy to adjust—and 
are trouble free.” 


Results: lower man hours (no 
wheel tender required), econom- 
ical use of compound (not too little 

not too much); and smoother 
production flow (fewer rejects). 
You can save, too; send for Bulletin 


F- 600 today! 


. (1) Here’s a Nankervis appli- 


cator at work 


(2) Here’s the complex casting 








GEORGE L. NANKERVIS 
COMPANY 


19255 W. DAVISON 
DETROIT 23. MICH 
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Consistent with 
the ARco general 
expansion program 
in production and 
sales facilities, Au- 
tomotive Rubber 
Company, Inc., of 
Detroit, Michigan, 
and Houston, Tex- 
as, has announced 
the opening of a 
Cleveland sales of- 
fice, to be headed 
by B. C. MULHE- 
RAN. After eleven 
years of sales en- 
gineering experi- 
ence in the corro- 
sive-resistant ma- 
terials field, Mr. 
Mulheran joined 
the ARco organization recently to assume 
the post of Ohio mananger. 

The Automotive Rubber Company or- 
ganization designs, engineers, fabricates, 
and completely installs corrosion-resist- 
ant equipment. General offices are locat- 
ed at 12550 Beech Road, Detroit 28, Mich. 


B. C. Mulheran 


EDWARD R. 
BARTOS recently 
joined the _ sales 
and service staff of 
the Detroit office 
of Wyandotte 
Chemicals Corp. 

Mr. Bartos, a na- 
tive of Detroit, has 
majored in chemis- 
try at the Univer- 
sity of Detroit. He 
has held technical 
and sales positions 
with the Engineer- 
ing Division of 
Chrysler Corp., 
American Agricul- 
tural Chemical Co. 
and the General 
Controls Co. 

A member of the Detroit branch of the 
Paint, Varnish and Lacquer Association, 
Mr. Bartos has a wide acquaintance in 
the metal processing industry in Michi- 
gan, Ohio and Indiana. 


Edward R. Bartos 


CHARLES R. SORBER, JR., has been 
appointed Cincinnati District supervisor 
for the Metal Processing Department of 
the Pennsylvania Salt Mfg. Co., it has 
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been announced by J. J. Duffy, Jr., man- 
ager of this department. 

Mr. Sorber, who served as sales repre- 
sentative in several territories, will make 
his headquarters in Cincinnati. He will 
supervise sales in the Indianapolis-Louis- 
ville, Columbus, and St. Louis territor- 
ies covered by A. S. ENGLE, J. O. 
CRAM, JR., and F. E. WILCHER. 

This experienced team will sell and 
service Pennsalt cleaners, phosphate 
coatings and lubricants. 


The appointment 
of E. L. BARNETT 
as works manager 
forthe Binks 
Mfg. Co., Chicago, 
maker of spray fin- 
ishing equipment, 
has been announ- 
ced by Burke B. 
Roche, president. 

Mr. Barnett will 
supervise Binks’ 
manufacturing di- 
vision. Before 
coming to Binks, 
he was senior en- 
gineer for A. T. 
Kearney & Company, management con- 
sultants. Previously he was plant engi- 
neer for the Armstrong Cork Co., Kan- 
kakee, Illinois and had served as indus- 
trial engineer and plant superintendent 
for other midwestern manufacturers. 

A graduate of Northwestern Univer- 
sity Technological Institute in mechani- 
cal engineering, Mr. Barnett is a mem- 
ber of the Industrial Management So- 
ciety and the Society of the Advance- 
ment of Management. In addition to his 
professional and management interests, 
he has been active in civic enterprises. 


MEETINGS 


The 18th ANNUAL BANQUET AND 
TECHNICAL SESSION of the BOSTON 
BRANCH, A.E.S., to be held at the Hotel 
Statler, Boston, Mass., May 1, will fea- 
ture the following speakers and subjects: 

“Management Problems of the Metal 
Finishing Shop,’’ Bruce E. Warner, pres- 
ident and treasurer, New England Plat- 
ing Co., Worcester, Mass. 

“Job Shop Pricing,’”” Raymond J. 
O’Connor, president and treasurer, and 
Walter Rotzal, secretary, Contract Plat- 
ing Co., Stratford, Conn. 


E. L. Barnett 
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Deep, Penetrating Black 


FOR STEEL PARTS WITH 


Fark 290 


BLACKENING SALT 


A deep, black oxide finish for rust 
resistance and attractive appearance. 
Rapid black coating in water solution 
without electric current. Permanent 
black finish on ordnance parts, tools, 
aircraft parts and bearing races. Deco- 


rative black finish for television and 
camera parts, business machines, hard- 
ware, metal screens and machine parts. 
Excellent bond for lacquers and 
enamels. Simple one bath operation. 
Write for bulletin H-16. 


























A. E. S. 41st ANNUAL CONVENTION, Statler Hotel, 
New York City, July 12 to 15, 1954. 








“Plating Barrels — Construction and 
Use,’’ Roy A. Hoegh, Jr., chief engineer, 
Mercil Plating Equipment Co., Chicago. 

The Educational Session will begin at 
2:00 P.M. The Banquet is scheduled for 
7:00 P.M. Tickets, at $7.50 per person, 
are available from Dr. George P. Swift, 
53 Galen St., Watertown 72, Mass. 


The 36TH AN- 
NUAL BANQUET 
AND ENTER- 
TAINMENT OF 
THE MASTERS’ 
ELECTRO- PLAT- 
ING ASSOCIA- 
TION, INC., 59 E. 
Fourth St., New 
York 3, N. Y., will 
be held on May 8, 
1954, in the Star- 
light Roof at the 
Waldorf - Astoria, 
New York City. 

The Masters’ 
Electro - Plating 
Association, Inc., 
is the largest col- 
lective group of job 
finishing shop own- 
ers in the New York area. Officers of the 
group are: Philip Ranno, chairman of the 
executive committee; Alfred D’ Agostino, 
vice chairman; Frank Kaise., treasur- 
er; and Silvio C. Taormina, executive 
secretary. 

Tickets for the Annual Banquet (at 
$25.00 per person) may be obtained at 
Association Headquarters. 


Silvio C. Taormina 
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Milton Nadel (left), Irving 
Goldwasser, Derick Harts- 
horn, Jr. 


The INDIANAPOLIS 

BRANCH, A.E.S.,_ will 

hold its ANNUAL DIN- 

NER DANCE at the Indianapolis Ath- 

letic Club, Saturday, May 15. Tickets, 

$6.00 to local members and $7.50 to all 

others, are available from Miss Edna 

Rohrabaugh, 816 Robert St., Lafayette, 
Indiana. 


The committee for the 1954 A.E.S. 
CONVENTION to be held at the Statler 
Hotel in New York City, July 12-15, has 
made arrangements to coordinate travel 
for members and others planning to at- 
tend the convention. IRVING GOLD- 
WASSER has secured the assistance of 
the Atlantic-Pacific Travel Agency, Inc., 
138 East 53rd St., New York, N. Y. Jules 
Cortell, president of the agency, sug- 
gested that anyone wishing to take ad- 
vantage of this offer, which is free of 
any service charge, should contact him 
at the above address. Where enough reg- 
istrations from one city or territory 
would make it feasible, a special plane 
or railroad car can be obtained for con- 
ventioneers only. The agency will also 
have facilities at the convention for mak- 
ing return trip accommodations. 

The entire committee is rolling along 
in high gear, especially the educational 
section headed by MILTON NADEL. Mr. 
Nadel has delivered many papers before 
various branches of the A.E.S. and is 
librarian of the New York Branch. This 
background gives him an excellent idea 
of the subjects, quality and value of pap- 
ers to be offered at educational sessions, 
which are the most important events of 
any convention sponsored by a technical 
society. Papers on levelling in copper 
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DO A BETTER JOB FASTER... 


a 
right down 
the line, 


4, 


METALWASH Tripoli Remover 
cuts costs, speeds production, improves plating quality 


The METALWASH Tripoli Remover is 
specifically designed for the removal of 
polishing compounds from metal parts 
prior to plating and lacquering. 
Loaded racks are conveyed through the 
tunnel where the complete removal of 
buffing compounds is accomplished 
automatically. 

Single-Stage units use an alkali cleaner 
or a neutral emulsion. Double-Stage 
machines clean with emulsion followed 
by an alkali cleaner. 

Buffing compound and dirt are kept 
completely out of the plating equip- 
ment. Plating solutions are not con- 
taminated —cleaning of tanks is 
reduced. 

METALWASH Tripoli Removers are de- 
signed to fit into existing conveyor lines 
— the work is handled on the plating 


racks, eliminating all extra handling. 
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METALWASH VAPOR DEGREASERS pro- 
vide new speed, economy, durability; 
better vapor control, coil-free tank 
walls, dual condensing system, and uni- 
tized water separator-pump chamber. 


METALWASH SPOTLESS DRYER elimi- 
nates hand-wiping of lacquered or 
plated parts. 

METALWASH PHOSPHATIZING MA- 
CHINES provide ideal surface for lasting 
paint finishes. 








KING = ORY, 
DEGREASING, 


METALWASH MACHINERY CORPORATION 
915 North Avenue, Elizabeth 4, N. J. 
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baths, electropolishing, organic finishing, 
polishing techniques, electroless plating, 
waste disposal, water treatment and 
other topics of interest to the finisher 
will be presented. 

The committee has arranged to pub- 
lish a Convention Journal which is being 
prepared by Co-Chairmen DERICK 
HARTSHORN, JR., and PETER L. 
VEIT. This journal will be distributed 
at the convention and will contain the 
Official Program, a very interesting tech- 
nical. article, a list of New York Branch 
members, and advertisements of manu- 
facturers and suppliers of equipment and 
supplies for the finishing industry. Pro- 
ceeds from the Journal will be used to 
help defray the cost of one of the func- 
tions planned for the convention. The 
Co-Chairmen wish to announce that 
there is still time for those wishing to 
insert an advertisement, but urge them 
to do so at an early date, as the closing 
date is fast approaching. 


SOCIETIES 


The Chicago Electro-Platers Institute 
has elected CHARLES N. JENSEN, 
president, Jensen Plating Works, as 
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a 





Sr 
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Robert L. Giesel (left), Charles N. Jensen 


chairman to succeed Lawrence J. Hay, 
Plating Service Company. Also elected 
were ROBERT L. GIESEL, president, 
Adolph Plating, Inc., who succeeds Jen- 
sen as vice-chairman, and JOHN LIETZ, 
B. Mercil & Sons Plating Company, suc- 
ceeding Giesel as secretary-treasurer. 

Elected to the board of directors for 
two year terms were retiring chairman 
HAY; C. J. KENNEDY, American Buff- 
ing & Processing Company, HAROLD 
W. BAKER, Electro Galvanizing Com- 
pany; and FRED WAHLEN, Mechani- 
cal Plating Company. 

The Chicago Electro-Platers Institute 
is an association of 101 job-shop plating 
plants in the Chicago area. 


The NINTH ANNUAL EDUCATION- 
AL SESSION AND DINNER DANCE of 
the DAYTON BRANCH, A.E.S., was 
held February 27 at the Hotel Biltmore, 
Dayton, Ohio. Over 60 members and 
guests assembled for the Educational 
Session. 

Wm. J. Neill, a past president of the 
A.E.S., acted as session chairman and 
introduced the speakers. J. C. Harris, 
assistant director of research, Central 
Research Department, Monsanto Chemi- 
cal Corp., discussed, ‘‘Tests for the De- 
termination of Metal Cleanliness.”’ 

Alan R. Burman, vice president of Cro- 
Plate Cc., Hartford, Conn., spoke on 
‘‘Wet Pressure Blasting.’’ Mr. Burman 
described the ways im which a very fine 
abrasive, suspended in water, could be 
used to clean metal surfaces. Techniques 
used to keep the abrasive in suspension, 
as well as effects on the metal surface 
and applications of the useful process 
were also covered in the paper. 
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CRATEX 


RUBBERIZED ABRASIVES 


Simplify Your 


BURRING, SMOOTHING 
and POLISHING operations 


Backed by 30 years of industrial-technical application and extraordinary per- 
formance, CRATEX high manufacturing standards insure precision-trued dimen- 
sions; uniform textures without hard or soft spots; faster cutting speeds; 


finishing ability without glaze or smears; smooth effective polishing . . . 
. an efficient service-life with dependable, high performance- 


wearing qualities . . 


superior 


application. Made in over 160 standard sizes in 


WHEELS POINTS BLOCKS - STICKS - ya 


CRATEX Rubberized Abrasives are ideal for 
Machine or Manual application on 


Hard or Soft Metals 


and scores of other materials. Made in 
four standard “Grit Types’ — coarse, 
medium, fine and extra fine . . . Cratex 
Rubberized Abrasives are specially adapta- 
ble after dimensional grinding or shaping 
—for burring, smoothing, polishing, clean- 
ing, blending, lapping, and finishing. Truly 
The World’s Finest For Industrial Use. 


SEND FOR 
DESCRIPTIVE CATALOG 


which presents the wide adaptability, versatility 
and application of Cratex Rubberized Abrasives, 
with complete specifications and prices. This cat- 
alog is the most complete ever published on the 
modern use of “cushioned action” abrasives. 
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CRATEX MANUFACTURING CO. 

81 Natoma St., San Francisco 5, Calif. 
Without any obligation please send us— 

C Descriptive Catalog. 

C] Applicatio) Analysis Form. 








INDIVIDUAL 
STREET 








ZONE STATE 
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In his talk, ‘‘Tuning Up for Protec- 
tion,’’ R. O. Hull, president of R. O. Hull 
Co., Inc., Rocky River, Ohio, described 
a method and apparatus used for testing 
electroplating rectifiers. Mr. Hull men- 
tioned that cadmium and chromium solu- 
tions are particularly sensitive to varia- 
tions in rectifier output. He described 
how the investigation of the rectifier or 
power source was undertaken, after la- 
boratory results of plating tests could 
not be duplicated in the plant, and vice 
versa. Urging platers to specify full- 





Fig. 1—Alan R. Burman 

(left), answers a question 

during the discussion period 

following his talk. m, J. 

Neill, session chairman, is 
at right. 


wave rectifiers with very 
low ripple, Mr. Hull fur- 
ther stressed the value of 
testing rectifiers now in- 
stalled so that any plat- 
ing trouble stemming 
from that source could 
be eliminated. 


A panel discussion of ‘‘Recent Devel- 
opments in Paint Coatings and Their 
Usage in Industry’’ was sponsored by the 
KANAWHA COATINGS SOCIETY, Feb- 
ruary 25, in the West Virginia State 
Capitol Building, Charleston, West Vir- 
ginia. Kenneth Tator acted as modera- 
tor for the session which presented N. 
T. Shideler, Pittsburgh Coke and Chemi- 
cal Co.; Joseph Bigos, Structural Steei 
Painting Council; L. R. Whiting, Bake- 
lite Co.; and G. G. Sward, National Paint, 
Varnish and Lacquer Association, as 


Fig. 2—The speakers and some of the Dayton Branch officers. Shown (left to right) are: R. O. 
Hull; Alan R. Burman; Wm. J. Neill; Richard M. Clinehens, Dayton Branch president; J. C. 
Harris; and Holle Luechauer, Dayton Branch librarian. Not included in the picture is Rayman 
Coy, who was general chairman of the meeting. 
(PRODUCTS FINISHING Statf Photos) 
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panel members. 

Following a social hour and dinner, 
the panel members briefly described gen- 
eral trends and recent developments in 
the fields of surface preparation, oleo- 
resinous coatings, bituminous coatings, 
and vinyl and other synthetic coatings. 
The 125 guests presented a variety of 
problems relating to the coating field in 
the discussion which followed. Among 
the topics discussed were wash primers 
and their proper usage, the coating of 
non-ferrous metals, acid pretreatment 
of metal surfaces to be coated, galvan- 
ized surfaces as a paint base, methods 
of obtaining proper surface preparation, 
and heat resistant coatings. 


April 20-21. American Zine Institute, 
Thirty-sixth Annual Meeting, Hotel Stat- 
ler, St. Louis, Missouri. 

April 20-21. The Galvanizers Committee, 
sponsored by the American Zinc Insti- 
tute, Thirty-first Meeting, Hotel Statler, 
St. Louis, Missouri. 


Apr. 21-24. Fourth International Con- 
ference on Electrodeposition and Metal 
Finishing, sponsored by The Internati n- 
al Council for Electrodeposition. Hotel 
Russell, London, England. 

Apr. 24. Milwaukee Branch, A.E.S., An- 
nual Educational Meeting and Banquet, 
Schroeder Hotel, Milwaukee, Wisconsin. 


Apr. 27. Association of Consulting 
Chemists and Chemical Engineers, Inc., 
Symposium and Banquet, Hotel Belmont 
Plaza, New York, N. Y. For further in- 
formation contact A. B. Bowers, Direc- 
tor of Publicity of the Association, 50 
East 41st St., New York 17, N. Y. 


May 1. Boston Branch, A.E.S., 18th 
Annual Banquet and Technical Session, 
Hotel Statler, Boston, Mass. 


May 2-6. Electrochemical Society, 
105th Meeting, LaSalle Hotel, Chicago, 
fll. Technical sessions will include pa- 
pers on electric insulation, electronics, 
electrothermics, industrial electrolytics, 
and theoretical electrochemistry. 
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AGATEEN LACQUER No. 10 


A general, all purpose, clear AIR-DRY 
coating. 

Excellent in centrifugal coating machines 
and in other mechanical or manual dipping 
tanks. 

Produces cloisonné effect on enamel when 
buffed. 

Famous for ADHESION, DURABILITY and 
MILEAGE. 


Minimum orders accepted. 


Agate Lacquer Mfg. Co., Inc. 
Serving industry since 1927 
11-13 43rd Road 
Long Island City, N. Y. 
Stillwell 4-0660-1 


MeaTeey 


THE LAST WORD IN QUALITY 











May 15. Indianapolis Branch, A.E.S 
lith Annual Dinner Dance, Indianapolis 
Athletic Club, Indianapolis, Indiana. 


May 15. A.E.S. New England Regional 
Educational Session and Banquet, Hotel 
Bond, Hartford, Connecticut. 


May 17-20. Basic Materials Conference 
and Basic Materials Exposition, Inter- 
national Amphitheatre, Chicago, Illinois. 
Advance registration cards may be ob- 
tained from Clapp & Poliak, Inc., 341 Mad- 
ison Ave., New York 17, New York. 

June 7. Institute of Cooking and Heat- 
ing Appliance Manufacturers, 22nd An- 
nual Convention and Exhibit, Netherland 
Plaza Hotel, Cincinnati, Ohio. 

June 9-11. Eighth Annual Convention, 
American Society for Quality Control, 
Jefferson Hotel, St. Louis, Missouri. The 
72 Technical Sessions will be held at 
Kiel Auditorium. For further informa- 
tion contact: U. C. Gramsch, Registrar, 
8th Annual A.S.Q.A. Convention, P. O. 
Box 4436, Wade Sta., St. Louis 15, Mo. 

June 14-18. 1954 Annual Meeting, Am- 
erican Society for Testing Materials, 
Sherman and Morrison Hotels, Chicago. 


Jul. 12-15. 41st Annual Convention Am- 
erican Electroplaters’ Society, Hote] 
Statler, New York City. 
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Opportunity Section 








SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 
Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 


INDUSTRIAL SALES 
Manufacturer of Circo Vapor Degreasing Equip- 
ment and Degreasing Solvents desires experienced 
sales representation for established territories. 

Circo Equipment Company 
Clark Township, Rahway, N. J. 











FOR SALE: 1 Detrex Model S-60 Solvent 
Still—Steam operated, complete with Pump 
and Motor. New 1950. Used very little. 
Write John Kornetski, Chief Mech. Engi- 


neer, Acme Electric Corp., Cuba, New York. 


FOR SALE 


One brand new Rutherford Machinery hand oper- 
ated 14’ laboratory double coater. 
Also one used Rutherford Machinery 14‘' labo- 
ratory single coater, full motorized with stand. 
Both very reasonable. 
Also a complete used automatic spraying outfit 
with pressure tank and all. 

Inquire at: American Venetian Corp. 

Haskell, N. J. 











WANTED 


Eastern jobber will buy used buffs of all types in 
any quantity. Particularly desires ventilated buffs 
12’' dia. x 1'44‘' arbor hole or larger. Also loose 
and sewed buffs 10’’ diameter and larger. Please 
advise quantity available and f.o.b. point. Box 
No. 41, c/o Products Finishing, 431 Main Street, 
Cincinnati 2, Ohio. 


WANTED 


Polishing and buffing machinery all types. Floor 
lathes, semi-automatic, automatic, etc. Eastern 
dealer will purchase used buffing equipment of 
any type. State Model, Ser. Number, age of ma- 
chine, horsepower, current specifications, general 
condition, f.o.b. point and price wanted. Box No. 
42, c/o Products Finishing, 431 Main Street, Cin- 
cinnati 2, Ohio. 








For Sale 
Complete Automatic 
SPRAY PAINTING AND 
BAKING EQUIPMENT 


300 ft. Chain-on-edge conveyor with spindles 
on 19 in. centers, speed variable to 30 ft. per 
minute. 

10 ft. Waterwashed spray booth complete with 
recirculating water pump, exhaust blower and 3 
automatic spray stations. 

500,000 B.T.U. Despatch direct fired gas unit 
on 22 ft. x 10 ft. x 4 ft. high oven, for baking 
temperature up to 400° F, complete with tem- 
perature control, indicator and all safety controls. 

All equipment is in first class working order 
and may be inspected in operation. Write Box 
PF 1218, 221 W. 41 St., N. Y. 36 











IF YOUR PRODUCT REQUIRES 


CHROME PLATING 
on ALUMINUM 


WE HAVE OPEN CAPACITY FOR 
NICKEL and CHROME PLATING 
on DRAWN or CAST ALUMINUM 


A superior, long-wearing finish with high cor- 
rosion and heat resistance. 
Producers of deep drawing and general stamp- 
ings, finishing and assembly of aluminum, steel, 
copper or brass products. 


Over 50 Years In Business 


Buckeye Aluminum Co., Wooster, Ohio 
Att. Industrial Sales Divn. 
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“BUSINESS 
PUBLICATIONS 


constitute our greatest instrumentality 
for adult business education 

and exchange of know-how. 

They are veritable 

textbooks for the sciences, 

businesses, industries 

and professions 

that they serve.” 


er i ee Ce ae Ok ane ae ee ees 
Staying ahead of important developments is a must 
for all executives in business, in industry, in pro- 
fessions. As Mr. Bristol says, business publications 
are veritable textbooks. But, more than that, they 
are current revisions of the texts of essential busi- 
nesses, industries and professions. Forecast shadows 
of the coming events on the business horizon are 
shown to American leaders in each issue of business 


Lee H. Bristol, President, Bristol-Myers Company 


publications. Specialized periodicals, often sharply 
focussed, cover many specific fields. No man in 
leadership, or in training for leadership, can afford to 
miss the regular reading of his business publications. 
That’s why advertising pages of the Business Press 
make such a direct route for anyone who has anything 


to sell to the buying factors in business, industry or the 
professions. 


— iBIP. 
TT 


The United Business Press 


NATIONAL BUSINESS PUBLICATIONS, INC. 


1001 FIFTEENTH STREET, N. W. » WASHINGTON 5, D.C. + STerling 3-7535 
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The Finishing “Touch By J. A. Patterson 























































PURCHASING 
DEPT. 


AQttwn 
PLATING 





















































‘Miss, did | leave a sample bottle of cyanide on your desk?” 
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| the automatic way 


’ MURRAY. WAY the economical er. 


(the better way 


to POLISH... BUFF... GRIND... FILTER 


Whatever your job... whatever your problem . . . Murray-Way automatic 
equipment will do that job better and more economically @ These are just 
a few illustrations of Murray-Way's success in beating production cost 
with the finest automatic equipment available @ You can depend on 
Murray-Way engineering, Murray-Way experience, Murray-Way equipment 
to solve your production problems. 


A. Micro-Polish—Continuous Strip D. 451 Universal Polishing Head F. #72 Series Belt Polishing Head 
Polishing Installation —One of Several Standard 
B. Vertical-Ploten Conveyor Polishing Heads 


C. Horizontal-Platen Conveyor E. The Automatic Self-Cleaning, H. Six Micro-Polish Units in Series 
Compact Filter 


G. indexing Dial Table 


P. O. Box 180, Maple Road, E. 
Birmingham, Michigan 
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Abbort Ball Co. 

Agate Lacquer Mfg. Co. 

Allied Ressearch Products, Inc. ........ 
Almco Div., Queen Stove Wks., 
Alsop Engr. Corp. 

Alvey-Ferguson Co. ........ 

American Chemical Paint Co. 
Atlantic Abrasive Corp. 


Bacon Felt Co. Seeeeas 
Better Finishes & Coatings, Inc. 
Blakeslee & Co., G. S. sos 


Bond Chemical Products Co. 


Carborundum Co. 

Ceilcote Co. Rs 

Central Machine Works 
Chandeysson Electric Co. 
Chicago Rubber Co. 
Consolidated Vacuum Corp. 
Cowles Chemical Co. 
Cratex Mfg. Co. 

Cro-Plate Co., Inc. 


Darco Dept., Atlas Powder Co. ...... 

Despatch Oven Co. ......... 

Detrex Corp. ... -Fourth Cover 

Detro Mfg. & Sales Co., Inc. ................34 
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Doepke Mfg. Co., Chas. Wm. ..............46 

DuBois Co. 

Du Pont de Nemours & Ss. 
Electrochemicals Dept. 

Duralac Chemical Co. 


Egyptian Lacquer Mfg. Co. 
Electro-Glo Co. 


Formax Mfg. Co. 
Fostoria Pressed Steel Corp. 


General Electric Co. saiee e 
Gray-I-Flo Corp. si plhcustatecpensan cco 


Hammond Mchry. Builders, Inc. ............7 
Hanson-Van Winkle-Munning Co. a 
Hardwood Line Mfg. Co. ms 
Harshaw Chemical Co. simasie scar 
Houghton & Co., E. F. eee: 95 


Interchemical Corp. .............. Third Cover 
International Nickel Co., Inc. 


Jensen Specialties, Inc. 


Keystone Emery Mills Sidabiniwessi 
Kirk & Blum Mfg. Co. iia conker cea 
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Lea Mfg. Co. atin Second Cover 
Lindberg Products Co. e 96 
Lowe Bros. Co. .... ‘ Benet: s Ae 
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Maas & Waldstein Co. 
Magnus Chemical Co., 
Manon CO: Roa. secicscciess 
Matheu Tool Works .. 
Metalwash Mchry. Corp. 
Michigan Buff Co. 


Mitchell-Bradford Chemical | Co. Eiate 


Morse Mfg. Co., Inc. 
Murray-Way Corp. ........ 


Nankervis Co., Geo. L 
Neilson Chemical Co. 
Newcomb-Detroit Co., 
Nikolas & Co., Inc., 
Nobles Engr. & Mfg. 
Northwest Chemical Co. 
Norton Co. 


Oakite Products, Inc. 
Osborn Mfg. Co. ........ 


Packer Machine Co. .... 

Panoco setateaset ‘ 

Pavk Cheencal Ce. ...646..:5i....... 

Parker Rust Proof Co. 

Pennsylvania Salt Mfg. Co. ........ 

Phillips Mfg. Co. 

Pittsburgh Plate Glass ce. 
Brush Diy. 

Powers Regulator Co. 


Ramco Equipment Corp. 
Randolph Products Co. 


Ransburg Electro-Coating Corp. 


Renton & Co., R. W. 

Roberts Rouge Co. a 
Rockford Varnish Co. ............ 
Rockwell Go., W. 3: ...:.... 
Roto-Finish Co. . 
Rulon, Inc., Ralph V. 


Schmieg Industries ... 
Seymour Mfg. Co. ..... 
Sherwin-Williams Co. 

Solvents Recovery Service, Inc. 
Stevens, Inc., Frederic B. 
Striplastic Co. 

Stutz Mfg. Co., Geo. A 
Sulphur Products Co. 


Udylite Corp. ....... 
U. S. Rubber Co. 


Varnish Products Co. . 


Wagner Bros., Inc. as 
Watson--Standard Co. 
Wiegand Co., Edwin L. 
Wyandotte Chemicals Corp. 


Young & Bertke Co. .... 
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And to enjoy these advantages 


COMPARED TO DIPPING to the greatest possible degree, 


@ Flow-coating permits smaller use 


No. 4600F IC@FLO-COAT PRIMER. 

aint al ch It has velvety smoothness. 

akes materia: change-over It is highly resistant to soaps, 
much simpler. detergents and chemicals. 

@ Provides better control of flow, It may be used as a flash primer 
leveling and material distribu- in a mono-bake system. 
tion. It does not float, silk, pit or 
crawl. 

It provides superb enamel hold- 
out. 


material inventory. 


@ Permits higher-speed conveyor 
travel. 


Developed especially for appliance manufacturers, No. 4600F Primer is 
winning enthusiastic acceptance because of its versatility in trouble-free 
production. 


Call your nearest IC Finishes specialist for complete details. 


Interchemical Corporation 
Finishes Division 
FACTORIES: CHICAGO, ILL. © CINCINNATI, OHIO © ELIZABETH, N. J. 
LOS ANGELES, CAL. © NEWARK, N. J. © MEXICO CITY, MEX. 
tn Canada, IC products are sold by AULCRAFT PAINTS LTD., Toronto, Ont., under its trademarks. 





If you’re satisfied with 
any other paint base 


You don’t have the facts about 
DETREY 


HOW PAINTBOND EXCELS: 


By improved paint base: Paintbond provides greater permanence to your paint 
finishes than any comparable phosphate coating process . . . you can prove this 
with your own salt-spray tests! Even when paint is scratched through, corrosion 
is confined to the exposed metal; spreading corrosion, and resulting paint flaking 
and peeling, is prohibited! 


Further, since Paintbond consists of much finer-grained crystalline structure, it 
imparts a smoother, more lustrous finish to your products. At the same time, paint 
is securely interlocked with the metal for extreme durability. 


By dollar savings: It is an easily proven fact that Detrex Paintbond will coat 
a substantially greater surface area per drum of compound, or will provide a 
heavier coating with the same amount of compound. This means important dollar 
savings for you. Since Paintbond goes further and is easier to control in solution, 
you enjoy maintenance savings, too. 


By flexibility: Whether applied by spray or immersion, Paintbond can easily be 
controlled to give exactly the coating weight and crystal size you desire. This 
important advantage spells satisfaction on every type of product and application. 


By added merchandising value: Detrex makes available to Paintbond users 
an attractively designed sticker for application on their finished products. At point 
of sale, this sticker becomes another sales clincher for your product as it informs 
the customer of the life-time, rust-free paint finish that Paintbond provides. 


Paintbond /S different . . . the benefits above are but a few reasons why. Like all 
Detrex processes, results are fully guaranteed. Write us for all the facts... do 
it today for better paint finishes at lower cost tomorrow. 


CORPORATION 


Dept. PB108, Box 501, Detroit 32, Michigan 











